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MORE THAN DOUBLES PRODUCTION 


Finishing Time Cut % 
LARGE PARKING METER MANUFACTURER . Oo 


BY USING ALPO-33A HAMMER FINISH 


*Name on Request 





prosiem: Using a finish with the re- 
quired properties called for a 20-min- 
ute drving time. Problem was to 
speed up production by finding a 
quicker-drying finish, with equal or 
better properties. 

so.uTion: Manufacturer sent sample 
parking meter to our laboratories. 
Extensive tests on samples sprayed 
with our Alpo-33A Hammer Finish, 
showed better weather and abrasion 
resistance than finish formerly used 
—AND, finish dried in 9 instead of 20 
minutes at 275° to 300° F. 


TYPICAL APPLICATIONS: Automobile heat- 
ers, water heaters, appliances, pho- 
tographic equipment and loud 
speaker systems, 





Thousands of formulae on hand inf 


our files to solve your finishing prob- 


lems. Extensive laboratory facilities > 
and large technical staff ready to de-} 


velop and test finishes on your prod- 
ucts. Write today for Technical Data 
Sheet on Alpo-33A, or send your 
products for finish specification and 
for testing. 





* 





Good Neel 


about Burnishing 


F ROM North, East, West and South comes NEWS that 
hundreds of metal processors have found Oakite Com- 
position No. 3 to be ideal for burnishing steel, brass, silver 
and wrought or die-cast aluminum. 





Oakite Composition No. 3 gives rich suds in hard or 
soft water, lubricates smoothly to prevent metal-on-metal 
scratching, rinses freely leaving no soapy film on work or 
balls, improves luster quickly at low cost per unit. 





ena NM OAT #) 


FEE Write to Oakite Products, Inc., 20 Thames St., 


New York 6, N. Y., for Special Report 6705 

giving complete details on Oakite Composi- 
tion No. 3. Full information about cleaning and bright- 
dipping before burnishing and best methods of keeping 
balls and barrels in good condition. Also, without obliga- 
tion, ask about Oakite methods for: 


Precleaning in tanks , . . in machines... 

Alkaline cleaning in tanks .. . in machines... 
Electrocleaning . . . Pickling... Rust prevention... 
Pre-paint treatment in tanks . . . in machines .. . 
Steam-gun cleaning .. . Paint stripping. . . 


wn OAKITE 


REG. U.S. PAT. OFF. 


INDUSTRIAL CLEANING MATERIALS - METHODS - SERVICE 
Technical Service Representatives in Principal Cities of U.S & Canads 
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Handle Polishing Jobs 


Quickly and Economically 
with 


ALUNDUM 
Abrasive! 


ORTON ALUNDUM abrasive is available in a 
wide range of sizes and with special treat- 
ments to meet the exact requirements of every 
polishing job. 
Contact your Norton abrasive engineer or 
distributor for specifications and full details. 


NORTON COMPANY, Worcester 6, Mass. 
Distributors In All Principal Cities 
Consult Your Classified Telephone Directory 
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“What's so good about 
H-VW-M polishing wheels?” 


JOHN D. KERSHAW 
Field Representative 
H-VW-M Grand Rapids, Michigan Office 


I like customers to ask frank questions. This fellow wanted facts, and no fooling. Of 
course, handling H-VW-M’s line of electroplating and polishing equipment gives a guy 
plenty to talk about, so I got down to brass tacks. 

“Show me any polishing job you have, and I'll show you an H-VW-M wheel that will 
do it better and save you money to boot,” I offered. 


ter 


Big talk’ you say? Well hold on a minute, we can back that up. H-VW-M has put 
a lot of years into testing and developing its line of polishing equipment, and ‘by George’ 
they know wheels inside out. They know whether cotton, canvas, leather or felt is best 
for the job; know how to cut, sew and glue the fabrics to withstand crushing and tearing 
strains incident to sharp, high-speed polishing ; know how to provide sufficient flexibility, 
uniform density and proper balance so essential to maximum efficiency and long wear. 


“But,” I went on, “the important thing is that H-VW-M applies this knowledge to each 
wheel it turns out. That means when you specify H-VW-M polishing wheels, you're sure 
of getting the right wheel for your job every time. ‘ 


“Tell you what,” I concluded, “‘let’s take a look at 
some of your polishing problems right now. We find 
siiansen-Von Winkle- that first hand analysis usually pays off in big savings 
Munning hos supplied the to customers — and that’s a service that is available to 
a a industry i over : as 
years, Our sales-engi- you anytime. 
or ls Pager A ne Ask your H-VW-M representative to help you solve 
“ cums of slocirouset- your polishing problems, or write to ‘““Headquarters’’* 
at usw kenus ecge for a copy of Bulletin W-102. It describes our complete 
that has oe apes be ft line of polishing wheels and accessory products. 
troplating aa polishin 
equipment, supplies a 
technical assistance. 


HANSON-VAN WINKLE-MUNNING COMPANY 
MATAWAN, NEW JERSEY 


Manufacturers of 
a complete line of electroplating and polishing equipment and suppli 
Plants: Matawan, New Jersey * Anderson, Indiana 
Sales Offices: Anderson * Chicago * Cleveland * Dayton « Detroit 
5860 Grand Rapids * Matawan * Milwaukee - New Haven « New York ° Philadelphia 
@® Pittsburgh * Rochester * Springfield (Mass.) * Stratford (Conn.) + Utica 
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IF YOUR PRODUCT IS EXPOSED T0 


YOU WILL FIND THAT EGYPTIAN'S #1-EU LINE OF ALL- 
WEATHER BAKING ENAMELS FOR METAL GIVES 
DEFINITELY BETTER PROTECTION AGAINST MOISTURE, 
SUN FADING, HEAT, FREEZING, AND ABRASION. 


For complete data — mall insert below. 


: THE EGYPTIAN LACQUER MANUFACTURING CO. 
RKO Building, Rockefeller Center, N. Y. 20, N. Y. 


Supply information on your baking enamels +1-EU 





i ADDRESS 


PRODUCT :, LAFAYETTE, IND. 
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You may not be able to make your 
resent equipment completely auto- 
quip ) 


matic but you can make it automatic 
as far as temperatures are concerned 
at very small cost. That means that 
mo matter how the temperatures and 
pressures of your steam and water 
supply vary, or how you are loading 
the tanks, the temperatures will be 
within a degree of the point at which 
you set the dials of the Sarco LSI Plat- 
ing Control. 

It also means that you can change 
the settings in a second for each tank 
and each load. This includes all kinds 


ASK FOR SARCO 


BULLETINS 


PLATING 


of plating, and alternate heating and 
cooling. It means that you can read 
the temperatures on the big dial, cus- 
tom-cut, for easy reading in your tem- 
perature range. 

For wash tanks a low cost Sarco 
Thermoton hooked into the line like 
an elbow will hold the tank within a 
few degrees. And for degreasers you 
can select the Sarco Vapor-line Con- 
trols, or the Sarco TR-40 Cooling 
Control. To save steam, Sarco Traps 
and Strainers are recommended for 
each tank or steam coil. 


ON PLATING CONTROL 





SARCO COMPANY, INC. 


SARCO 


SAVES STEAM 


1imMP RR OV ES PRO Be UIC T 
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Represented in Principal Cities 


Empire State Building, New York 1,N. Y. 


SARCO CANADA, LTD, TORONTO 5, ONTARIO 


QO UAL UY 
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Whether you grind wet or dry, you can 
speed production and reduce costs by apply- 
ing these two factors: (1) quality abrasives 
and, (2) proper application. 

It’s easy to specify quality abrasives. Ask your 
jobber for abrasives by CARBORUNDUM. 
You can get belts, sander discs, and other 
forms exactly to your needs. Hard, sharp, 
uniformly spaced grains give faster cutting 
with minimum heating. Firmly bonded to 
high-grade backings, grains stay put...refuse 
to shed under hard service. These products 





resist cracking, burning, loading, glazing. 
Correct appilicatior. is another service of your 
jobber. His broad experience in supplying 
the metal-working industry qualifies him to 
discuss your problems...to offer suggestions 
of a practical nature that can lead to time- 
saving short-cuts and better work. We keep 
him technically informed on abrasive prod- 
ucts...so he can help you select the right 
abrasive for any polishing or grinding oper- 
ation. The Carborundum Company, Niagara 
alls, New York. 


COATED ABRASIVES BY 


CARBORUNDUM 


BELTS 


SHEETS 


TRADE MARK 
ROLLS DISCS 


"*Carborundum” is a registered trademark which indicates manufacture by The Carborundum Company 
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Eversharp has the “write” sadn id 


in dust control systems...it’s KIRK & BLUM! 


In the above photo, operators 
are buffing fountain pens already 
filled with ink. Note redesigned 
hoods which keep room clecin 
and free from ‘dust. 


Known as a manufacturer of precision writing in- 
struments Eversharp finds ‘clean air, the invisible 
tool,’ essential to efficient manufacturing opera- 
tions. On moving one of its plants to Middletown, 
Ohio, this concern called in KIRK & BLUM to mod- 
ernize and enlarge the dust control system. 

Among other changes, hoods on the buffing ma- 
chine shown here were redesigned. Former bottom 
connections were used as traps and new connec- 
tions were added at the top of the hoods. Note the 
compactness of hood arrangement and streamline 
suction piping in the limited space available. 
Write for free catalog, ‘Fan Systems for Various 
Industries.” The Kirk & Blum Mfg. Co., 2816 Spring 
Grove Ave., Cincinnati 25, es. 


FOR CLEAN AIR . “TOOL 


On the roof of the Eversharp plant, 
KIRK & BLUM relocated an old col- 
lector for greater efficiency and in- 


stalled this new collector. 





__ fORK-BlLum DUST CONTROL SYSTEMS 
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Take a Look at Your Inspection Setup 


Too often the Inspection Department and the individual inspectors are 
regarded as necessary evils which interfere with production schedules and 
scrap many parts that could have been sold. However, current conditions add 
value and importance to an inspection department, properly organized and 
properly manned. 

The return of a buyer’s market places increased emphasis on the appearance 
of the finished product. Further, in order that consumer confidence may be 
maintained, it is essential that the appearance of the finished product be main- 
tained throughout a reasonable period of satisfactory service. Only a high- 
quality finish will fulfill these requirements. As the market becomes increas- 
ingly competitive, the cost of the product must be maintained or reduced. 
Usually this can be done only by adopting time-saving procedures, reducing 
reoperation, or reducing process scrap. When scrap is viewed not from the 
standpoint of what the scrap material cost, but as a certain number of units 
not produced, the inspector making the decision to reoperate or to scrap parts 
gains added importance. 

Quality of finish (and product) can be maintained and cost of product 
controlled only by alert inspectors who can and will make an intelligent 
interpretation and application of inspection standards and policies. Usually 
such men cannot be hired; thev must be trained. For some inspection jobs, 
only the more experienced production workers are selected, and these men 
are then paid more than the production workers to emphasize the importance 
of their work. Some inspectors are hired for that specific job, and are paid 
less than production men in their unit. This policy produces inspectors who 
cannot be expected to take a responsible view of their work, or to feel proud 
of their positions in the organization. Further, they cannot make decisions 
based on a thorough knowledge of the manufacturing process, because they 
have had no production background. 

Too often inspection and scrap reports place the majority of the blame 
for excessive reoperation and process scrap upon one particular operating 
unit, whether that unit be guilty or not. Such reports are of value only when 
prepared by intelligent, trained inspectors. Then, and only then, do they 
identify the real source of loss and focus attention on the operation respon- 
sible for the defective work. 











Finishing Operations 


In the Parts Division, Reynolds Metals Company, 

aluminum parts are fabricated and finished by 

anodizing, phosphatizing, and by spray painting in 
versatile, well engineered finishing setups. 


By EZRA A. BLOUNT 


The Parts Division, lo- 

cated in Plants 12 and 

14 of the Reynolds 

Metals Company, Louis- 
ville, Ky., is concerned with the fabri- 
eation and finishing of all manner of 
aluminum products, varying from 
coffee pots to window frames, from 
small refrigerator trays to 12-foot, 1- 
piece boats, and from domestic wash- 
ing machine tubs to sections of alumi- 
num siding. The products are fabrica- 
ted by stamping, forming, resistance 
or torch welding, and then finished by 
anodizing, anodizing and painting, or 
lacquering, or by phosphating and 
painting. 


Plant 12 Operations 

In Plant 12 washer tubs and misce]l- 
laneous parts are finished by anodiz- 
ing; boats are finished by a combina- 
tion of etching and spray painting, and 
aluminum siding is finished by Alodiz- 
ing and spray painting. 

The various parts are formed from 
aluminum sheet by the usual press and 
assembly welding operations. Drawing 
the entire hull for the boat, which has 
an overall length of 12 ft., a depth of 
22 inches, and a width at the beam 
of 54 inches, is the most spectacular of 
these operations. This is accomplished, 
using Reynolds R 361 alloy sheet, ona 
Clearing 1700-ton double-acting me- 

chanical press, 
using special dies 
weighing approx- 
imately 30 tons. 
Figure 1 shows 


Fig. 1—Boat hulls are 
drawn in one opera- 
tion in this 1700-ton 
Clearing press. Oper- 
ators load blanks 
from the table in the 
foreground, and stack 
the formed hulls on 
the truck at the right. 











the press used for drawing the boat 
hulls. 

Prior to torch, resistance, or arc 
welding assembly operations, drawing 
compound, dirt, and grease must be 
removed from the formed parts. This 
is accomplished in a series of 1200 
gallon tanks with process sequence as 
follows: dip in Diversey No. 36, opera- 
ted at 160 deg. F.; rinse in cold water; 
dip in Diversey No. 514 deoxidizer; 
rinse in cold water; rinse in hot water. 
Various cleaned parts are next as- 
sembled by one of the welding tech- 
niques mentioned. In the case of the 
aluminum boat, the transom and the 
hull are jigged to ensure correct posi- 
tioning, and Heliarc welded. 

The Anodizing Process 

Aluminum products, such as refri- 
gerator trays and household wash ma- 
chine tubs, are 
anodized after 
welding to form a 
corrosion - resis- 
tant surface coat- 
ing on the part in 
question. Trans- 
ported to the ano- 
dizing depart- 


Fig. 2 — A load of 
washer tubs being 
lowered into one of 
the etching solution 
tanks. Note spring 
contact rods to hold 
tubs securely. Tank 
overflow drains and 
automatic tempera- 
ture control valves 
may be seen in fore- 
ground. 





in a “King-Size”’ Job Shop 





ment the parts are processed in a series 
of tanks, each 5 ft. wide by 20 ft. long 
by 7 ft. deep, and having a capacity of 
4200 gallons of solution. 

Specially designed aluminum racks 
are used to hold the parts securely in 
the proper position for most efficient 
anodizing, and the racks are trans- 
ferred from tank to tank by an over- 
head tramrail conveyor. The racks of 
simpler design are not insulated, but 
the more complicated racks are coated 
with a rack insulation material. Cost 
of the rack and its time cycle in the 
etching solution determines whether it 
is more economical to protect the rack, 
or to replace it more frequently. 

Racked parts are anodized according 
to the following process cycle: 

1. Alkali clean for 5-10 min. in a 

solution of 6 0z./gal. Diversey No. 





36, air agitated, and operated at 
160 deg. F. 

. Rinse in cold water spray rinse 
tank. 

. Dip in a deoxidizing solution at 
room temperature, air agitated 
(Fred Gumm Chemical Co. 180 K) 

. Rinse in cold water. 

. Etch in a caustic solution, opera- 
ted at 120 deg. F., containing 4 to 
6 oz./gal. of either Turco ABC or 
Pennsalt A-15 metal etching com- 
pound. Refrigerator parts are 
etched for 5 min. and washer tubs 
for 10 minutes. Fig. 2 shows an 
operator lowering a rack of wash- 
er tubs into one of the etching 
tanks. 

. Rinse in cold running water, air 
agitated. 

. Anodize for 18 min. in a solution 
of 15 to 18 per cent sulfuric acid, 
maintained at 68 deg. F. A direct 
current of 10 to 12 amps./sq. ft. 
at 18 volts is employed; a total 
current of 14,000 amperes is avail- rages se 
Ta tanec sane ce 
parts a coating of aluminum 
oxide approximately 0.00015 in. 8. Rinse in cold water spray rinse 
thick. tank. 





9. Seal for18 min. 
in hot water 
(200 deg. F.). 
This treatment, 
carried out for 
thesamelength 
of time as the 
anodizing proc- 
ess, trans- 


Fig. 3 — After refrig- 
erator trays are 
sealed, they dry 
quickly and are un- 
racked. This rack, un- 
like the one shown in 
Fig. 2, is not insu- 
lated. 
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Fig. 5—In this laboratory, finishing processes 
are controlled, and checks made on the quality 
of the finished product. 


Fig. 6 — A rack of 
welded boat hulls is 
lowered into one of 
the alkaline cleaner 
tanks in the anodiz- 
ing line. As can be 
noted in the photo- 
graph, a number of 
tanks are equipped 
with a row of nozzles 
on each side so that 
parts may be rinsed 
as they are removed 
from the tank. This 
innovation cuts down 
dragout loss and 
keeps the water in 
the rinse tank clean, 
so that a more thor- 
ough rinse is ob- 
tained. 


Fig. 7—A view of the 
boat assembly and 
painting department. 
Operator in right fore- 
ground is masking a 
boat hull for striping. 
Boat on tramrail in 
background is enroute 
to spray booth for 
painting. 
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forms the anodic coating to a 
hard, corrosion-resistant surface 
film. 

Parts removed from the sealing 
tanks air dry quickly and are unracked 
as shown in Fig. 3. 

Before racks are used again, they 
are stripped for 3 min. in a solution of 
12 to 16 oz./gal. Diversey No. 511 to 
remove the anodic coating from the 
racks. Otherwise the racks would not 
make good electrical contact with the 
next load of parts. 

Most efficient utilization of equip- 
ment is made possible by using dupli- 
cate tanks for some processes, as re- 
quired by the time cycle. There are 
two plain steel cleaner tanks, one cold 
water spray rinse, one lead-lined 
chromic-phosphoric solution tank, one 
stainless steel water rinse tank, two 
steel metal etching tanks, one water 
rinse tank, three lead-lined anodizing 
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tanks equipped with lead cooling coils, 
one lead-lined spray rinse tank, three 
aluminum tanks for hot water sealing, 
and one anodic strip tank. 

Tank temperatures are controlled by 
Brown Recording-Controlling Instru- 
ments. The usual electrical control 
equipment is employed, as can be seen 
in Fig. 4, and in addition, a recording 
ammeter is employed to maintain a 
record of anodizing operations. 

Power is supplied to the anodizing 
tanks by two Columbia 5,000-ampere 
and one Chandeysson 4,000-ampere 
generators. An interesting and un- 
usual feature of the power installation 
is that aluminum bus bars are employ- 
ed (instead of the conventional copper) 
to conduct the current from the gen- 
erator room to the treatment tanks. 

Curtis refrigerating units, installed 
in duplicate, cool the recirculated 
water used to control the anodizing 
solution temperature. Fumes from 
processing tanks are exhausted by 
three Ilg B-90 exhaust fans. A down- 
draft system is used, with provisions 
to remove any sulfuric acid droplets 


before the fumes reach the outside air. 
Processing solutions are controlled 
and maintained with the aid of chemi- 
cal analysis performed in the control 
laboratory under the direction of R. J. 
Liepertz, metallurgist. Figure 5 shows 
a chemist at work in the laboratory. 
Alkali cleaning solutions and metal 
etching solutions are analyzed daily 
and maintained at constant alkalinity. 
Cleaners are changed every two 
months, and etching solutions approxi- 
mately once per month. Standard solu- 
tions of these materials are maintain- 
ed in the laboratory to aid in the con- 
trol work. The anodizing solutions are 
analyzed daily for the sulfuric acid 
and aluminum contents. When the 
concentration of aluminum reaches 20 
gm./1., the solutions are discarded. 
Daily checks of aluminum oxide 
coating thickness are also made in the 
laboratory, using the standard 
A.S.T.M. anodic strip test (a solution 
of 20 gm./1. chromic acid and 35 cce./I. 
phosphoric acid). A sample is stripped 


to constant weight, and the weight and 
thickness of the coating calculated. 


Fig. 8—Overall view of the Koch-engineered Alodizing, painting, and baking installation, 


showing, in the foreground, 


siding entering the Alodizing tunnel, and, in the background, 


painted and baked siding being unloaded from the paint conveyor. 
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Boat Finishing 

The Reynolds 12-foot boat, after as- 
sembly welding, is processed through 
cleaning and etching solutions, as 
shown in Fig. 6, to remove handling 
dirt and grease and prepare the sur- 
face for painting. Suspended from an 
overhead chain conveyor, the boat is 
painted in the spray booth shown in 
the background of Fig. 7. A vinyl type 
wash coat primer, and a vinyl anti- 
corrosive finish, followed by an alumi- 
num pigmented vinyl coating, are 
sprayed on the boat. All three are C. A. 
Woolsey air dry materials. After the 
many components and attractive ac- 
cessories are assembled to the boat 
hull, stripes to accentuate the stream- 
lined appearance of the boat are 
sprayed on, masking tape being used 
to control the sprayed area. 

The completed craft has a very im- 
pressive appearance. Light (approxi- 
mately 150 Ib.) yet strong, it can be 
handled with ease, and transported 
from place to place with a minimum of 
effort. 

Alodizing and Finishing Siding 

In designing aluminum products for 
use in every conceivable field, Reynolds 
has not neglected the architectural. 
Twelve-foot sections of weatherboard 
siding, equivalent to six siding boards, 
embossed in a patented non-glare 
pattern, are major production items at 
Plant 12 in Louisville. 

The siding is cleaned, given an arnor- 
phous phosphate-chromate type cor- 
rosion resistant coating, and finished 
with white baking enamel in a com- 
pletely conveyorized finishing installa- 
tion built by George Koch Sons, Inc., 
Evansville, Indiana. 

Siding sections are loaded, back to 
back on an overhead monorail conve- 
yor, which travels at a speed of 32 ft./ 
min., and phosphatized (Alodized) in 
a spray cleaning and treating machine, 
a view of which is shown in Fig. 8. 

In the first 12 ft. section of the ma- 
chine siding panels are sprayed clean 
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with a solution containing 1.5 oz./gal. 
*Ridoline cleaner maintained at 160 
deg. F. A 750 gal./min. pump circu- 
lates the cleaning solution from a 2400 
gal. storage tank through the spray 
nozzles so as to maintain a pressure of 


Fig. 9—A close-up view of paint conveyor chain 
showing wire brushes mounted to remove paint 
particles from chain 


20 p.s.i. The solution returns by gravity 
to the storage tank. 

Following the cleaning operation, 
the panels are cold water rinsed in a 
6 ft. section of the processing machine. 
The rinse water sprayed on the siding 
at 20 p.s.i. is recirculated by a 450 
g.p.m. pump in series with a 1200 gal. 
storage tank, to which fresh water is 
constantly added. 

The next 8 ft. section of the treating 
machine is devoted to the *Alodine pro- 
cess. A solution of Alodine, held at 120 
deg. F., is recirculated through the 
system from an 850 gal. storage tank 
at the rate of 150 g.p.m. and at a pres- 
sure of 10 p.s.i. The phosphoric acid- 
containing solution is controlled by 
chemical analysis so that a 5.0 cc. 
sample will neutralize 4.5 cc. of N 
sodium hydroxide. Due to the acidic 
nature of the solution, the storage tank 


* Reg. Trade Marks — American Chemical 
Paint Co. 
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and machine section are stainless steel. 
A cold water spray rinse follows the 
Alodine treatment. 

In the 6 ft. section of the processing 
tunnel immediately following, siding is 
sprayed with a *Deoxylyte rinse under 
15 p.s.i. pressure. The Deoxylyte solu- 
tion is controlled at a pH of 4.5 to 5.5 
colorimetric and maintained at a tem- 
perature of 130 deg. F. A 150 g.p.m. 
pump circulates the solution from the 
780 gal. storage tank through the spray 
nozzles. The several chemical solution 
tanks mentioned are equipped with 
proportioning pumps to assist in add- 
ing chemicals and maintaining correct 
solution strengths. 

Siding panels now pass through a 50 
ft. drying section of the processing 
tunnel in which electrically-heated, 
recirculated air at a temperature of 
400 deg. F. evaporates all moisture 
from the treated parts. The aluminum 
siding sections, now covered with an 
inert chromate film, are transferred by 
hand to another overhead chain con- 
veyor which transports them through 
the paint system. 

Before the treated panels are spray- 
ed, operators with tack rags remove 
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Fig. 10 — Parts are fed into 

the pressure spray washer to 

be cleaned and rinsed auto- 
matically. 


any surface dust or 
loose particles which 
would have prevented a 
satisfactory paint job. 
Traveling at a speed of 
24 ft./min., the siding 
sections pass through a 
Ransburg electrostatic 
spray system, equipped 
with reciprocating gun 
mounts controlled by an 
electric eye. Immedi- 
ately following the elec- 
trostatic spray instal- 
lation is a 20 ft. long 
down-draft water-wash spray booth 
which can be utilized for manual 
spraying when production conditions 
do not warrant employing the Rans- 
burg unit. In the water-wash booth, 
a deflocculating material is used to 
condition the water, collect paint over- 
spray, and control foaming. 

Leaving the spray booth, panels pass 
into an electrically heated oven for a 
15 to 30-minute bake at 280 to 400 deg. 
F’.. The temperature is controlled auto- 
matically by a Micromax recorder- 
controller installation. 

To solve the problem of overspray 
paint accumulating on the chain con- 
veyor and contaminating parts in pro- 
cess, wire brushes have been mounted 
on either side of the conveyor, as shown 
in Fig. 9, so located that the chain 
passes between the brushes after the 
painted and baked panels have been 
removed and before unpainted panels 
are on the conveyor. 

Good plant layout and equipment de- 
sign is illustrated in this installation, 
in that painted, baked siding sections 
emerge from the oven at a location not 
far from the entrance to the Alodine 
tunnel, so that movement of raw stock 
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and finished sections can be accom- 
plished most efficiently. 


Plant 14 Operations 


Two parts, produced in Plant 14 in 
large quantities, are refrigerator hy- 
drator pans and casement window 
frames. The hydrator pans, coated with 
a special plastic drawing compound 
are press-formed and then proceed to 
the finishing section of the plant for 
processing through anodizing and 
spray painting operations. 

Drawing compound and other sur- 
face contaminants are removed in a 
Detrex pressure spray washer, a view 
of which is shown in Fig. 10, after 
which the parts are transferred to the 
anodizing department, pictured in Fig. 
11. The anodizing cycle, while generally 
the same as that in Plant 12, differs in 
some equipment and process details. 
Although an alkaline cleaning solution 
(Diversey No. 36) is maintained for 


use in an emergency, since the parts 
have been cleaned in the spray washer, 
they can begin the anodizing cycle with 
a 2-minute dip in the deoxidizing solu- 
tion (Fred Gumm Chemical Co. 180 K, 
9 oz./gal.) which is used cold in a 1600 
gal. stainless steel tank, and air agi- 
tated. 

A cold water rinse follows, after 
which the parts are etched for 2 min- 
utes in Turco ABC (7.5 oz./gal.), air 
agitated and held at 140 deg. F, by a 
Brown temperature controller-record- 
er. The rest of the anodizing cycle is 
similar to that previously described. 
The equipment used is also similar, 
with the exceptions of a lead-lined 
spray rinse tank used after the anodi- 
zing operation and a second rinse tank 
made of aluminum. In addition the 
sealer tanks in this setup are all made 
of aluminum liners set in steel jackets 
in which hot water circulates. The 
sealing tanks employ only deionized 





Fig. 11I—A view of the anodizing installation in Plant 14. As the refrigerator hydrators are 

removed from the processing tank, water sprays from the spray nozzles mounted on each side of 

the tank, and rinses back into the tank most of the solution which would otherwise be lost 
as dragout. 
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Fig. 12—Hydrator pans are sprayed in a three- 
booth pressurized spray system, in which 
make-up air is filtered before it is added to the 
system. In addition, operators wear spray 
hoods, individually supplied with fresh, clean 


water, which is added to the tanks con- 
stantly (1 gal./min.); the solutions are 
changed weekly. 

Three generators, a Columbia, an 
Electric Products, and a Chandeysson 
provide a total of 8500 amperes at 15 
volts. As in Plant 12, aluminum bus 
bars carry the current from the gen- 
erator room to the anodizing tanks. 

After anodizing and sealing, hydra- 
tor pans are unracked, inspected for 
thickness of anodic coating with a 
voltage breakdown gage, and loaded, 
two per rack, on specially designed 
carriers attached to an overhead chain 
conveyor. The conveyor transports the 
pans, which are “tacked off’ with 
Harding tack rags, through three 10- 
foot water-wash spray booths, to which 
make-up air, filtered through AAF air 
filters, is supplied under a slight pres- 
sure. In the booths spray finishers ap- 
ply a preliminary mist coat and two 
finish coats of Du Pont Dulux 700 
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white baking enamel. Figure 12 illus- 
trates this operation. The pans pass di- 
rectly from the final spray booth into a 
60 ft. infra-red baking oven for an 8 
min. bake at 340 deg. F. While in the 
oven, the racks rotate constantly to en- 
sure an evenly baked finish. Leaving 
the infra-red oven (see Fig. 13) the 
hydrators are unracked, inspected, 


assembled and packed for shipment. 


Window Frame Finishing 


Aluminum casement window frames, 
fabricated in Plant 14, are processed 
through a cleaning and etching setup, 
which, for the sake of efficiency, is 
incorporated into the anodizing line, 
and then finished in clear lacquer. The 
cleaning process is as follows: 

1. Clean in hot alkaline cleaner. 

2. Rinse in cold running water. 

3. Etch in a mixture of nitric and 


Fig. 13 — Painted hydrators emerge from the 

infra-red baking oven. The notched blank at 

the top of each carrier meshes with a rack in 

the oven to rotate the carriers during the 
baking process. 
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NO JOB WON ee oe lz 


eR a, 


Alvey-Ferguson has, for many 
years, provided Washing Ma- 
chines to fit the varying needs 
of all types of metal working 
and other plants. These years of 
experience back the engineering 
of each specialized washer built 
to meet your plant's special 
requirements. 


The A-F Washer shown at right 
is being used by a large manu- 
facturer to wash gummy lubricants 
from stampings, which must be 
thoroughly cleaned before assem- 
bly. Write for folder—today! 





None Too Small — For wash- 
ing metal products of various 
shapes and small metal parts 
this “Standard” Model A-F 
Washing Machine has been 
designed. It washes thoroughly, 
economically and efficiently. 


None Too Large—Twenty- 
seven tons of water are 
required to fill this huge 
A-F Cleaning and Drying 
Machine to operating level. 
Incorporated in this 14-foot 
giant are many special design 
features. A-F Engineers are 
specialists in all types of 
“custom - built” equipment. 
Write for folder — today! 


THE ALVEY-FERGUSON COMPANY 


632 Disney Street Established 1901 


Offices or Representes ‘ives in Principal Cities—Coast to Coast 





CONVEYING 


EQUIPMENT 





= Alvey- -Ferguson ) 








_WASHING MACHINES FOR INDUSTRY 
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Cincinnati 9, Ohio 


hydrofluoric acids. This solution, 
employed in a stainless steel tank, 
is used instead of a caustic etch 
because it forms a “softer’’ sur- 
face on the window frames. 

4. Rinse in cold running water. 

5. Rinse in hot water. 

6. Air dry. 

The window frames are then hung 
on carriers attached to a monorail 
chain conveyor, and transported 
through a painting and drying setup 
at the rate of 16.5 ft./min. The frames 
are dip coated in a tank containing the 
lacquer which air dries along a 100 ft. 
distance prior to the inspection station. 
If necessary to force dry, a 50 ft. infra- 
red oven is available. 

Reynolds Plants 12 and 14 are equip- 
ped to manufacture almost any alumi- 
hum product made from sheet or bar 
stock. Both the size and scope of equip- 
ment available, and particularly the 
versatility of the finishing installa- 
tions, make it possible for process en- 





Gums 


For neni 





Anodizing 
Electrocleaning 


Electropolishing 


COLUMBIA ELECTRIC MFG. CO. 


CLEVELAND 14, OHIO 


4535 HAMILTON AVE. 
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gineers to schedule production of arti- 
cles to conform with almost any speci- 
fication requirement. 


Recent developments in the manufac- 
fure of porcelain enamel make possible 
the production of intricately-shaped parts 
coated with this material. 





In U. S. Patent 2,456,650, A. O. Ryan de- 
scribes the equipment and method used 
to form a latex coating on single or 
stranded wire. The wire is introduced into 
the center of a viscosity flowing stream 
of latex in glycerine. Thus the flow con- 
sists of a core of wire surrounded by a 
coating of latex in a viscous stream of 
glycerine, which serves both as the vehi- 
cle and coagulating agent. Under these 
conditions the glycerine will support and 
confine the latex to a definite size and 
shape by acting as a lubricating, mobile 
and confining wall. When the latex coat- 
ing solidifies, the filament is withdrawn 
from the confining liquid as a coated wire. 


There's a Columbia M-G Set 
available for your needs, 
whether you have a small plat- 
ing bath or a large continuous 
strip plating line. Capacities up 
to 20,000 Amperes; 6 Volts and 
up. Dependable, performance 
proved, for many years. Your 
inquiries solicited. 


Write for 
Catalog PF-700 
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PITSBURGH “:: 


A** Pittsburgh” 
power-driven brush in 
operationat the Steel- 
crete Division of 
Wheeling Steel, 
Beach Bottom, W. 
Va. This special brush 
ison the job eyery day 
deburring and clean- 
ing large sheets of 
Expanded Metal. 


WHEELING STEEL 


Pittsburgh’s ingenuity in designing special 
brushes for unusual jobs is sought time and 
time again by leading firms in almost every 
industry. Wheeling Steel, for example. re- 
cently put its brushing problem before Pitts- 
burgh’s staff of skilled brush engineers. 

Selecting a .014 steel wire with pre-tested 
fast cutting qualities, Pittsburgh engineers 
designed and built a Perfect Balance rotary 
brush that could take a beating and come 


right back for more. The brush was stiff 
enough to remove stubborn burrs. It was 
tough enough to penetrate and thoroughly 
clean the metal. And it was soft enough 
not to impair surface texture. 

The brush did the job right from the firstday 
it was put into operation—another example 
of Pittsburgh’s ability to cope with the 
most difficult brush problems. 


There’s a “Pittsburgh” Brush for Every Industrial Use! 


@ GLASS @ AUTOMOBILE @ TIRE and RETREADING 
@ STEEL @ RUBBER @ SHOE MANUFACTURING 
@ PLASTICS @ PAPER and REPAIRING 
In the complete Pittsburgh line are brushes of all _ representative. He will gladly work with you in devel- 
types, including ** Perfect Balance” sections, wheels oping any type of power-driven brushes to meet your 
and assemblies. Consult the Pittsburgh engineering _ particular finishing specifications. 

Phone or write Pittsburgh Plate Glass Company, Brush Division, 

3221 Frederick Ave., Baltimore—29, Maryland 


PITTSBURGH PLATE. GLASS 
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Save the surface 


De pam ond tone eae rocks comeany 


The finish of television? In a way, yes. For every television set 
has—inside and out—product finishes which make it handsomer, 
less expensive, better. And this full-color advertisement, the 6th in 
a series, will help make some thirty-two million Americans more 
‘finish conscious.”’ 


NATIONAL PAINT, VARNISH AND 
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The better the finish, 
the better the buy! 


This is the slogan now being 
used to remind your customers 
that a good buy starts with a 
good finish. 

And arresting advertisements 
like the one at left, in four of the 
nation’s top magazines* point 
out that a better finish means 
more beauty, longer life for every 
piece of furniture, every appli- 
ance used in the home, the 
school, the office. 


More beauty and greater dur- 
ability for everything from dia- 
per pins to caskets. 

And these advertisements 
mean that thirty-two million 


Americans (including those who 
buy your products) are going to 
take a closer look at the finish in 
the future. 


Are you sure that you are us- 
ing the best, the most durable, 
most saleable finish on your prod- 
ucts? It’s always wise to START 
YOUR BUYING WITH THE 
FINISH IN MIND! 


*See Time— 

September 19, 1949 

Country Gentleman 
September, 1949 

Better Homes and Gardens— 
September, 1949 

The Saturday Evening Post— 
August 13, 1949 


LACQUER ASSOCIATION, INC., WASHINGTON, D. C. 


COPYRIGHT 1949, NATIONAL PAINT, VARNISH AND LACQUER ASSOCIATION, INC. 
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Soate Tu Metal 
“/reatments 


By DR. GEORGIA LEFFINGWELL 


HE action of soap in industrial 
processes is due to a variety of 

; mechanisms, each one of which 

can be called upon, if desired, 
to perform specific functions’. Its 
status as an effective detergent and 
outstanding cleansing agent rests, in 
large measure, on its ability to emulsi- 
fy greasy dirt. The same mechanism 
helps to explain its use for stabilizing 
ordinarily immiscible liquids to pro- 
duce emulsions of great importance to 
industry. Soap was the first practically 
useful surface active agent and still 
remains one of the most valuable ma- 
terials for obtaining good wetting ac- 
tion and penetration’. It is also a good 
lubricant, and is used in the manufac- 
ture of greases and in metal stamping 
and drawing compounds. 

Standard commercial soaps often 
serve adequately for the purpose for 
which they are used, but sometimes 
more specialized products may be for- 
mulated to meet certain requisites. By 
combining the bases of potassium, 
sodium, or ammonium with appropri- 
ate oils (glycerides) or fatty acids, 
the technologists can prepare newer, 
faster soaps with high emulsifying 
properties, good rinsability, or other 
desirable characteristics. 

Soap is an important material in 
several standard metal cleaning meth- 
ods. Absolute cleanliness of the metal 
surface is, of course, a prime requisite 
for successful electroplating, anodiz- 
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ing, painting, enameling, or other types 
of coating treatments. Porosity, blis- 
tering, poor adhesion, and other faults 
in metal finishing are frequently attri- 
butable to inadequate cleaning. In the 
plating industry, according to Young’, 
about 35 per cent of all finishing 
troubles are traceable to surface dirt. 

Aqueous solutions of soap or soap- 
alkali mixtures remove oils, greases, 
and waxes and the inert materials as- 
sociated with them from metal sur- 
faces. These inert materials may in- 
clude metallic chips from boring and 
machining, polishing and buffing resi- 
dues, or various other kinds of dirt in- 
cident to the production or fabrication 
of the parts. Solutions of this kind 
usually are designed to release dirt and 
soil under conditions which permit 
simple rinsing with water to leave a 
clean surface. 

A soap may be the sole active ingre- 
dient of a metal cleaning solution, and 
studies have been made of the nature 
of such solutions and the mechanism 
by which they remove dirt‘. Soaps, 
formulated to provide high emulsifica- 
tion, are efficient as soaking type clean- 
ers for removing heavier accumula- 
tions of greases, oils, and solid dirt. 
Soaps with good pentrating properties 
are used with marked success to clean 
buffing dirt out of the backgrounds and 
deep depressions of various metals. 
The soap is dissolved in suitable pro- 
portions in hot water, and the work is 
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Let Randolph Supply the 
Exact Finish. . 


There is no finishing problem too dif- 
ficult for our staff of expert techni- 
cians. Their advice is yours for the 
asking —cost-free. Try our consulta- 
tion service—it’s the easiest way out 
of that dilemma. 


Rand olph_ 


PRODUCTS COMPANY 


Carlstadt, New Jersey 
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Purchasing 
AGENT 
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Se pays... 


to keep your door open 


to a RANDOLPH salesman... 


because he’s selling the finish that’s 

RIGHT for your product in color, pro- 

tection, durability. 

We quote from the letter of an on-the-ball 

purchasing agent to one of our salesmen: 

“We needed a lacquer with these 4 guar- 

anteed qualities: 

l-lasting adhesion to difficult and ordinary 
metals 

2-blush-proof 

3-resistance to spotting-out conditions 

4-perspiration resistance 

We tried your clear metal lacquer #1185 

and thinner #100A. The results? An increase 

in orders indicates that the saleability of 

our products was definitely improved by 

the use of this finish.” 


@ ENAMELS THINNERS 





soaked in the solution until the grease 
and dirt are loosened. This is followed 
by rinsing in clear water to remove 
both the dirt and soapy solution. 

Since ordinary soap solutions have a 
pH of 9.5 to 10, they can be used to 
clean zinc and aluminum without caus- 
ing etching. The soaps used are of the 
soluble, free-rinsing types, made from 
low titre stock’. 

Soap solutions are used as adjuncts 
to other types of cleaners. In one pro- 
cess of cleaning metals for electroplat- 
ing, for example, the work is washed 
in a solvent or mixture of solvents to 
remove heavier oil and grease deposits. 
This is followed by a scrubbing with 
hot, soapy water, to which a small 
amount of soda may be added, to re- 
move the last traces of grease, oil, and 
foreign matter. The cleaned articles 
are finally rinsed in hot and then in 
cold water to remove soap and alkali’. 

During the first World War, alkaline 
cleaning was adopted as a means of 


NEW 
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MICO Aluminum 
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manufacturers as the 
most heat-stable finish 
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NOW—a heat resistant finish 
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cleaning metals, strong caustic solu- 
tions serving to saponify the oils and 
greases. Such cleaners, however, were 
not particularly successful, since they 
did not wet the surface sufficiently and 
were difficult to rinse off. As pointed 
out by Townsend’, the addition of soap 
and the use of alkaline salts instead of 
caustics have improved the conditions 
of the cleaner and reduced the hazard 
of flesh burns. The soap is used to im- 
prove emulsification and obtain better 
wetting action and thus increase clean- 
ing speed. A number of soap-alkali 
combinations in which the work may 
be immersed for cleaning are described 
in the technical literature’.* and pat- 
ent specifications’.'’. 

In his discussion of metal cleaners, 
Young® notes that saponifiable clean- 
ers generally contain free alkali (sodi- 
um hydroxide), salts of weak acids 
(sodium carbonate), soaps (sodium 
stearate), and suspended matter 
(ortho and metasilicates). In such pre- 
parations, the free alkali furnishes the 
base which unites with the saponifiable 
material. The weak acid salts act as 
buffers to maintain the correct pH. 
Soaps help to dissolve some of the or- 
ganic materials as colloidal particles, 
thereby aiding the removal of dirt. 
Suspended matter gives rise to a scrub- 
bing action which scours off the dirt 
from the surface. 

Of interest in connection with soap- 
alkali cleaners is Seabright’s'? obser- 
vation that soap can rejuvenate a 
cleaner if enough free alkali is still 
present to promote chemical action. 

Some soap-alkali cleaners are better 
suited for use in soaking baths; others, 
for use in electrolytic methods; while 
certain others are adaptable to both 
systems. Hereford’? notes that both 
saponification and emulsification can 
be accelerated by electrolysis. The 
composition of the solution used in 
electrocleaning will vary, of course, 
with the kind of metal being cleaned. 
Thus, for iron or steel, Crowley’ sug- 
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A clean, sanitary appearance | 

and freedom from corrosion | 
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age cooler manufactured by | 

The Vendo Company, Kansas ; 
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because it forms protective ”" | 

barrier between dissimilar | 

metals. lridite blocks corrosion | 

from moisture because it seals | 

the metal from contact with | 

condensed moisture. | 

| 

| 

| 

| 

| 

| 

| 

| 

| 

| 

| 


3 WAYS TO USE IRIDITE 

lridite offers you a complete 

line of finishes for any zinc or 

cadmium surface ... plated, die cast or galvanized, and for any finishing 
problem ... corrosion resistance, paint base or eye appeal. 

SIMPLE TO OPERATE 

You'll find Iridite easy to use, too. It requires no special equipment or 
personnel, goes on with a short, non-electrolytic dip, dries fast and gives 
uniformly good results from manual or automatic application. 


If you use zine or cadmium in any form, you can use Iridite. Write 
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Wire Products 
Instrument Parts 


Electrical Equipment 
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gests the use of a solution consisting 
of 8 ounces of sodium hydroxide and 4 
ounces of laundry soap per gallon of 
water. For brass and other alloys of 
copper, 4 ounces of soda ash, 2 ounces 
of trisodium phosphate, 2 ounces of 
soap, and 14 ounce of sodium hydroxide 
are dissolved in each gallon of water. 

According to Schmidt'*, strong alka- 
line solutions are the most satisfactory 
for cleaning magnesium die castings, 
and the procedure may be carried out 
by boiling or by cathodic electrolytic 
methods. A satisfactory cleaning solu- 
tion for use in either of these methods, 
as given by this authority, consists of: 

Trisodium phosphate___ 4 oz./gal. 

Sodium carbonate 4 oz./gal. 


This solution is operated at 180 to 
212 deg. F., and the time required is 
5 to 15 minutes. As an electrolytic 
cleaner the solution may be operated 
below the boiling point without the 
necessity of agitation. The magnesium 
is made the cathode in the solution and 
a direct current of 10 to 28:antp./sq. 
ft. of surface is applied. Usually one to 
three minutes are required for com- 
plete removal of oil or grease. 

In considering the removal of non- 
saponifiable compounds, like mineral 
oil, Young* remarks that such materi- 
als will not react with sodium hydro- 
xide. However, alkali cleaners will re- 
move them to a certain extent by sus- 
pending the foreign materials in the 
solution as an emulsion. This is especi- 


ally true if soap is present. The soap 
provides a wetting action and aug- 
ments the emulsification. 

Recently, emulsifiable or emulsion 
type cleaners have been developed in 
which soap is often a major active in- 
gredient. The emulsifiable cleaning 
method is generally recommended for 
cleaning parts after buffing or polish- 
ing, since the surface often contains 
oil, lime, metal particles, and abrasives 
such as rouge, emery, and tripoli. Ac- 
cording to Townsend", emulsifiable 
cleaners must often be used to remove 
compounds containing tallow and 
emery. Being non-corrosive, emulsifi- 
able cleaners do not attack metal sur- 
faces and are suitable for cleaning any 
metal. Since they are only slightly al- 
kaline, they may be used to clean 
chemically active metals like lead, 
aluminum, and zinc. These solutions 
are efficient and comparatively inex- 
pensive; they are non-explosive and 
present a minimum fire hazard. 

Emulsifiable cleaners are of two 
types. One type is produced by blend- 
ing potassium oleate (soap) with kero- 
sene and a blending agent such as 
butyl alcohol or cresylic acid. Up to 10 
per cent of water may be added to in- 
crease the emulsifying action’.- A 
somewhat more complex emulsion 
cleaner, containing 10 per cent of a 
vegetable oil soap as the detergent, has 
been described in detail in a recent 
patent'*. 

Purely 


mechanical methods for 
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NEW TOOL FOR PLATING 


A production tool for electro plating making it possible to 
produce more and better work with less cost. Surprisingly its 
cost to use is no more, and with less investment. 


We are talking about BUNATOL No. 1000 Paste insulation 
for production racks. 


It’s the kind of insulation that is used with a minimum of 
labor and time, yet lasts sometimes longer than the rack itself. 
In every case the working life of this insulation is so long that 
its cost is negligible. But more important is the fact that the 
rack is so well protected that it produces more good work as 
compared to the usual insulation. 


No. 1000 Paste is a 100% solids which forms in a single 
dip a heavy leather-like coating that will withstand all plating 
baths and cleaners. Permanently flexible and the coating rinses 
freely and does not drag out or carry over. When rack repairs are 
necessary patching the insulation is a simple quick operation. 


You should know more about No. 1000 Paste insulation 
and its low price. Just write for complete information. 


NELSON J. QUINN CO. ° TOLEDO 7, OHIO 


BUNATOL 
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cleaning and finishing metals often 
utilize soap as an adjunct. In tumbling 
and burnishing methods soap is em- 
ployed primarily as a lubricant, but it 
also provides a detergent action. The 
parts to be cleaned are loaded into bar 
rels or drums containing steel balls or 
shot or similar material. A soap 
solution is then added and_ the 
combination is rotated at an appropri- 
ate speed. Such treatment removes 
sharp edges, burrs, fins, scale, and the 
like, and provides a bright, fairly 
smooth surface. Recommended for 
barrel burnishing aluminum parts’’, 
soap solutions are also used in cleaning 
stainless steel and other metals by 
tumbling’. In treating gold jewelry 
ball burnishing is generally carried out 
in a tank containing a solution of 1 to 
3 ounces of neutral soap per gallon’. 

Soap, usually employed as a lubri- 
cant, but serving other functions as 
well, is used with grinding and polish- 
ing materials for treating metals. An 
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interesting example of such utility is 
given in a standard method for pro- 
ducing a satin finish on aluminum. Ac- 
cording to the manual'® of a leading 
producer of this metal and its alloys, 
steel wool lubricated with soapy water 
can be used to satin-finish aluminum 
very satisfactorily. 

On occasion, soap finds uses in con- 
nection with other finishing processes. 
For example, several years ago, inves- 
tigators'® found that adding soap toa 
silver electroplating bath results in the 
deposition of silver in hard, bright 
films that require little or no polishing. 
According to their patent, such results 
are obtained by adding a soap, such as 
sodium oleate, to a cyanide bath. 
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M. S. A. Bulletin No. CN-3. M. S. A. 
Faceshields for protection in handling 
acids and other chemicals, pouring hot 
metal, in gasoline refining, sanding, 
grinding, degreasing, and electroplating 
operations—wherever face and eyes are 
endangered by light, flying particles—are 
featured in a new 4-page bulletin publish- 
ed by Mine Safety Appliances Company, 
Pittsburgh 8, Pennsylvania. 
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Stevens. Compositions 
play the leading role in Your 
Metal Finishing Operations 


or encores measure the 
popularity of a performer in the theatre, so does 
continued usage signify product acceptance in 
the field of metal finishing. 


— when 


Just as “curtain calls” 


Where economicai, efficient production is 
called for, Stevens ‘‘job-qualified”’ compositions 
have long been known for their ability to ‘*come 
through” with a dramatic performance. There's 
a reason. Absolute quality-control through all 
phases of formulation, plus over 45 years of 
specialized composition manufacturing experi- 
ence, qualify Stevens finishing materials to do an 
exacting job, do it well and keep on doing it. 


CE Ie 
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Such performance merits an encore and gets it 
in the form of repeat business which keeps Stevens 
compositions on the job. 

If your present or contemplated buffing or 
polishing operations involve the precision finish- 
ing of metals, plastics or new alloys—let Stevens 
make those operations profitable for you. 

Should your requirements be such that they 
cannot be answered by a “‘job-qualified’? com- 
position in our Standard Line, Stevens’ finishing 
specialists and laboratory staff will be glad to 
work with you and develop a “tailored-to-the-job” 
material that will exactly meet your particular 
finishing need. 

Stevens men, methods and materials are 
dedicated to helping you solve your most vital 
finishing problems. All we need is a ‘“‘cue” from 
you. We'll follow through promptly. 


LEADING MANUFACTURERS OF POLISHING, BUFFING, PLATING EQUIPMENT AND SUPPLIES 


FREDERIC B. 


DETROIT 16, MICHIGAN 


FREDERIC B. STEVENS OF CANADA, LTD. 
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METAL FINISHING 
EQUIPMENT AND 
SUPPLIES DIVISION 


INCORPORATED 
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NEW LOWE BROTHERS 


Lowe Brothers new Styrene Finish overcomes the 
many finishing problems that have long hindered 
plastic product manufacturers. It is the ideal finish 
for all kinds of plastic equipment, utensils and 
novelties where color and lasting attractiveness arc 
desired. Remember—it matters not what you manu- 
facture, Lowe Brothers may have the scientific 
answers to your finishing requirements or problems. 





This advertisement is based on facts from 
the Lowe Brothers Case History Files. 
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STYRENE FINISH 
SOME Ft Velde 
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When a large refrigerator manufacturer was 
recently faced with the difficulties of finishing 
a polystyrene humidifier door, counsel with a 
Lowe Brothers “Finishing Specialist” led to 
the development of a new product—Lowe 
Brothers Styrene Finish—which solves all the 
old problems of finishing plastic products! 
The humidifier door required a finish that 


would adhere to polystyrene, yet, would not 
etch the surface—one that would stand up 
under conditions of constant humidity, resist 
foods, greases, juices and soaps. Styrene Finish 
answers every requisite. Moreover, it can be 


made in any color; sprays on easily; dries in 
10 minutes (quicker still if force dried) to a 
good, smooth gloss. From every standpoint, 
new Styrene Finish is both practical and eco- 
nomical in use! 

Development of this new finish provides a 
perfect example of the way manufacturers 
everywhere are benefiting by the services and 
suggestions of Lowe Brothers “Finishing Spe- 
cialists.”” Their thorough knowledge of finish- 
ing methods and materials may lead to better 
finishing results for you. Why not talk it over? 
No cost or obligation. Write today. 


THE LOWE BROTHERS COMPANY e DAYTON 2, OHIO 
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ze Preveuttou ta the 


Finishing Department 


By ROLLIN H. WAMPLER 


ECAUSE of the inflammable 
nature of some types of finish- 


ing materials, fire prevention 

is a topic worthy of consider- 
able study wherever such materials are 
used. The problem would not be so 
serious were it not for the fact that the 
vapors of inflammable liquids can build 
up to such a concentration that they 
may be ignited by a spark. The ignited 
vapors can under the right conditions 
explode with terrific violence or cause 
serious damage by fire. 


Fig. 1—Heating units for baking ovens should 
be remotely located from areas where solvent 
vapors may accumulate, as shown in this 
illustration. 
(Photo courtesy George Koch Sons, Inc., 
Evansville, Ind.) 


One way in which to eliminate fires 
in the finishing department is to pre- 
vent the accumulation of inflammable 
vapors in the air or to keep the vapor 
concentration below the danger point. 
Spray booths should be provided with 
fans which are adequate to remove 
overspray as fast as it is produced. 
Some of the older types of spray 
booths were designed for guns that 
consumed perhaps 6 or 8 cubic feet of 
air per minute. These guns were later 
replaced with high speed guns which 
utilize 12 or more cubic feet of air per 
minute. The result in many cases is 
that the paint overspray is not remov- 
ed as fast as it is produced and some 
of the overspray drifts back into the 
room to create a vapor hazard. 

Another condition contributing to 
the fire hazard in the finishing depart- 
ment is the lack of provision for re- 
placing the air that is exhausted by 
the spray fans. In the summer time 
when the windows are open, sufficient 
fresh air is provided for air which has 
been exhausted by fans. However, in 
the winter time when all windows and 
doors in the department may be closed, 
it is difficult for fresh air to enter and 
replace the air which has been ex- 
hausted. Under such conditions the 
efficiency of the exhaust fans is greatly 








reduced, with the 
result that spray 
fumes drift back 
into the finishing 
room. By simply 
leaving open a 
door or window or 
the installation of 
a system to bring 
in fresh, filtered, 
andwarmair 
from the outside, 
the problem of ef- 
ficiently removing 
spray fumes can 
be solved. 

Dipping tanks 
should be provid- 
ed with hoods and 
exhaust fans to 
remove vapors. 
Paint and varnish 
removers, as well 
as inflammable 
metal cleaners, 
should always be 
used where good 
air circulation is 
provided by open 
windows or ex- 
haust fans. Areas 
where coated ar- 
ticles are dried should be provided 
with sufficient air circulation to re- 
move vapors. All tanks and pails 
should be covered when not in use to 
prevent the building up of vapor con- 
centration in the air, as well as to pre- 
vent skinning or other deterioration of 
the material. 

A second way in which to prevent 
fires in the finishing department is to 
eliminate the possibility of ignition of 
vapors by open flames, glowing mater- 
ials, or static sparks. Fire insurance 
rating bureaus require that ‘‘no smok- 
ing’’ signs be posted wherever finish- 
ing materials are used. The no smok- 
ing rule should be rigidly enforced by 
the finishing superintendent. Careless- 
ness in smoking is one of the most 


SODA-ACID | 


*) Games, eran Deer 


“TO USE 
TURN BOTTOM UP I 


Fig. 2—In the finish- 
ing room, a soda-acid 
type fire extinguisher, 
such as shown here- 
with, can be very 
effective in extin- 
guishing a fire in the 
feathery accumula- 
tion on the sides of 
spray booths or in the 


ucts. 
(Photo courtesy The 


General Detroit Corp., 
Detroit, Mich.) 
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common causes of fires, and the smok- 
ing habits of employees in finishing 
departments should be closely observ- 
ed for their own protection as well as 
for the safety of the plant. 

Defective and improper electrical 
equipment provides another possible 
source of fire in the finishing depart- 
ment. All electrical equipment in the 
department should preferably be that 
approved by the Underwriters’ Labora- 
tories as suitable for hazardous loca- 
tions (Class 1, Group D). Electrical 
wiring should conform to Article 500 
of the National Electric Code which 
states, among other things, that the 
wiring should be in conduit, with 
poured seals at the joints. 

Exposed electric bulbs should be eli- 
minated in the working area where 
finishing materials are used since a 
bulb that is broken might result in the 
ignition of vapors present in the area. 





Fig. 3—A foam-type chemical fire engine, such 
as illustrated herewith, is said to be a valu- 
able supplement to the smaller portable ex- 
tinguishers. 
(Photo courtesy The General Detroit Corp., 
Detroit, Mich.) 
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Fig. 4—This illustration shows an installation 
of a one-cylinder carbon dioxide type system 
which is operated automatically. The first flash 
of fire causes the weight, shown at the right, 
to drop, thereby pulling the operating lever on 
the head of the cylinder, which contains 50 lb. 
of carbon dioxide gas. 
(Photo courtesy Pyrene Manufacturing Co., 
Newark, N. J.) 


Moreover, all motors employed in the 
department should be explosion-proof. 
Such motors are designed to prevent 
a solvent flash from traveling out into 
the room should one occur within the 
motor itself. In addition, all moving 
machinery in the finishing department 
should be grounded as a precaution 
against formation of static electricity. 
Drive shafts and belts should be 
avoided wherever possible since the 
static charges are likely to build up 
and arc. Gears or roller chains should 
be employed in driving mechanisms. 
To eliminate sparks made by metal 
tools, the covers for tanks in the finish- 
ing department should be made of 
non-sparkling metals or plywood. 
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Where direct-fired ovens are used in 
the finishing department, adequate 
provision should be made for removing 
vapors that may accumulate during 
the baking process. It is especially im- 
portant that so-called ‘“‘dead spots” be 
eliminated within the oven. 

In addition to vapors, there are 
other sources of fire hazards in the 
finishing department which should be 
eliminated. Oily rags left piled in a 
corner can ignite spontaneously. The 
heat of the oxidation process may build 
up to a point where the mass will ig- 
nite. Used rags should be disposed of 
in metal pails provided with suitable 
covers and collected every day. Slight- 
ly used rags should be hung on a line 
or spread out so that any heat gener- 
ated will be dissipated. 

Moreover, overspray should not be 
allowed to accumulate on the inside of 
spray booths and exhaust ducts. Such 
finely divided solids may ignite spon- 
taneously, especially if an oxidizing 
agent should come in contact with 
them. 

Means for fire fighting should, of 
course, be provided in the finishing de- 
partment. Insurance rating bureaus 
provide penalties for lack of such 
equipment. The most critical period 
when a fire breaks out is the first 3 to 
5 minutes before the public fire equip- 
ment can arrive on the scene. For this 
reason, local fire-fighting equipment 
should be provided. The small portable 
soda-acid, foam-type, vaporizing 
liquid-type, and carbon dioxide extin- 
guishers are simple to use and effec- 
tive. Several extinguishers should be 
available in every finishing room. 

While the soda-acid extinguisher can 
be very effective in extinguishing a fire 
in the feathery accumulation on the 
sides of spray booths or in the ducts, it 
should not be used if the fire is in a 
container of flammable liquid. In using 
the other types of extinguishers men- 
tioned above, the stream of foam, 
liquid vapor, or carbon dioxide should 
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Harshaw Packaged Anodes 


e easy to handle e easy to open 
e keeps anodes clean e ne deposit 
e no return e no extra cost 


Harshaw anodes are now delivered in compact packages at no extra 
cost to the customer. The new Harshaw anode packages, which feature 
built-in skids, facilitate quick handling by mechanical or hand trucks. 
These anode packages stack easily and quickly. No container deposits 
or returns are necessary. Order your anodes from Harshaw. You will 
get a dependable product wrapped in a compact, protective package. 


tHe HARSHAW CHEMICAL co. 


1945 East 97th Street, Cleveland 6, Ohio 
020 a ee ee 2 ee 
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be directed downward to the base of 
the flame if it is to be effective. How- 
ever, where the fire is in a dip tank or 
in a container of flammable liquid, the 
stream of foam or vaporizing liquid 
should be aimed at the far side of the 
container just above the liquid level, 
in order that the extinguishing agent 
may not become submerged in the 
liquid. The discharge of carbon dioxide 
should not be directed so close to the 
burning liquid that there is a tendency 
to blow the flammable liquid up out of 
the container. 

Workmen should be trained in the 
use of portable fire extinguishing 
equipment. Foam-type and soda-acid 
extinguishers should be inspected and 
recharged periodically. Vaporizing- 
liquid type extinguishers should also 
be inspected periodically but need not 
be recharged annually, since the liquid 
remains good indefinitely. Carbon di- 
oxide extinguishers should be weighed 
periodically to determine whether they 
contain effective charges. Larger ex- 
tinguishers mounted on hand trucks 
are also useful around the finishing de- 
partment to supplement the smaller 
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Fig. 5 — In this illus- 
tration, a girl opera- 
tor is shown using a 
15-lb. squeeze - grip 
extinguisher on an 
actual fire in a dip 
tank and drain board. 
(Photo courtesy 
Pyrene Manufacturing 
Co., Newark, N. J.) 


portable 

guishers. 

Although water 

is not as effective 

as other agents 

in oil and finishing 

material fires, the 

sheer weight and 

cooling effect of 

a large stream 

of water will 

often serve to ad- 

vantage. For this 

reason, sprinkler protection and hose 

lines are often provided in finishing 

rooms. Pails of sand are useful for 
smothering small blazes. 

In case of fire, it is important that 
the finishing superintendent and the 
sub-foremen maintain a calm and col- 
lected attitude. By providing proper 
leadership, they can prevent panic and 
direct the action of the workmen. 
When a fire breaks out, one man 
should be directed to turn in an alarm 
at once. The other workers should aid 
in fighting the blaze. In fire fighting 
as in any crisis, leadership is of the 
utmost importance. 


extin- 


New Color Computing Device 
N automatic color measuring ma- 
chine has been developed which, in 

conjunction with a spectrophotometer, 

is able to distinguish more than 100,- 

000,000 different colors. The new de- 

vice, which is known as’ the General 

Aniline-Librascope Tristimulus Inte- 

grator, is used to find the answer to 

a series of computations involving in- 

tegral calculus. The machine was in- 
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OW! A REALLY MODERN WIRE BRUSH 
_WITH BRISTLES LOCKED INU 





ALL-RUBBER 
CORE ABSORBS 
VIBRATION 


WIRES COM- 
PLETELY LOCKED 
IN RUBBER 


NO RIGID HINGE 
POINT TO BEND 
OR BREAK WIRES 


NO METAL 
FLANGES TO 
MAR SURFACES 


For many reasons, you'll say the Hewitt 
RUBBERLOKT Rorary WIRE BRUSH is a 
better brush in every way! 


More Brushing Points—Exclusive Hewitt 
rubber flange keeps bristles upright... 
provides more brushing points... gives 
you a smoother job. 


Better Flare Control—Special rubber 
flange won’t let wires bend or mat 
down. Gives brush longer usable life! 


Faster, Better Work—Hewitt flexible 
rubber-locked mounting holds wires 
together compactly under pressure. 
Lets your workers do a faster, better job 
++. even on irregular surfaces. 


For more details about the new Hewitt 
RUBBERLOKT Rotary Wire Brush, write 
Hewitt Rubber Division, Dept. PF-10, 240 
Kensington Avenue, Buffalo 5, N. Y. 


DISTRIBUTORS: Your inquiries are 
invited. Some sales territories still available. 


HEWITT 


RUBBERLOKT 


Rotary Wire Brush 


Hewitt Rubber Division HEWITT-ROBINS INCORPORATED 
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vented by H. R. Davidson of General 
Anline & Film Corp., and engineered 
by L. W. Imm of Librascope, Inc. 
The eye is able to tell whether or not 
two colors are the same; but, due to 
differences in word interpretation, col- 
or differences described by one person 
to another cannot be considered as ac- 
curate. Color scientists have developed 
an internationally accepted mathemat- 
ical procedure for obtaining numbers 
which unambiguously specify colors. 
Color, as we see it, is dependent up- 
on three factors—first, the light, 
which is energy radiating from the sun 
or a lamp; second, the dyed, painted, 
or naturally colored material under 
observation which reflects or trans- 
mits varying percentages of light of 
different wave lengths; and third, the 
eyes which are viewing the color. Def- 
inite values on light and on the eye 
may be obtained from available, inter- 
nationally accepted data, and a reflec- 
tance or transmittance value may be 


obtained by measuring with a spectro- 
photometer. Combined mathematic- 
ally, these three values give a color 
equivalent. 

The computations to be made are 
complicated, and, prior to the develop- 
ment of the Integrator, these compu- 
tations were considered impractical 
due to the lengthy time and labor re- 
quirements. Now, however, the Inte- 
grator, which is connected directly to 
a spectrophotometer, gives the correct 
result the instant the spectrophotome- 
ter has “looked” at the color. The In- 
tegrator, which integrates continuous- 
ly over all portions of the visible spec- 
trum, will tell immediately whether a 
given color will match another color 
and, if not, will describe the difference 
between them. Together, the Integra- 
tor and the spectrophotometer not on- 
ly measure and analyze color in 2% 
minutes, but also give a numerical 
specification of what is seen with hith- 
erto unobtainable accuracy. 





in half. 


or by brushing. 


in large sheets. 
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SLASH MAINTENANCE COSTS! 


by using 


PLASCOTE NO. 1 


The new peelable plastic boothcoating. 


e Actual using reports prove Plascote No. 1 will cut booth cleaning time 
e It is applied quickly and easily by use of ordinary paint spray equipment, 


Shipped ready to apply, no pre-mixing necessary. 
Inflammable over-sprayed paints may be peeled from the spray booth walls 


Economical to use due to extensive coverage per gallon. 


TEST SAMPLE OFFER: 


Order 5 gallons, at the drum price of $1.95 gallon. 


Chemco Products Company, Inc. 


LYONS, ILLINOIS 
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Kreider Dryer with aux- 
iliary steam heating unit 
(illustrated). Auxiliary 
natural gas heating unit 
available; also standard 
model without auxiliary 
heating. 


Basket (below). Hleavy 


“SP 4 Pity 


zauge woven stcel mesh 
180 netey wat) gaug 


over steel frame. Capac- 
ity, 1140 cu. ins. 


a 
@eeeoeeeese#evr1fere eee 


Spin-Dries* up to 50 pounds 
in less than 2 minutes 


Saves drying time. Kreider Dryer operates on 34 
h.p. at 625 r.p.m. ... cuts drying time to as little 
as 35 secs. — no more than 2 mins.—for each 50 lbs. 
Saves production time. Runs at top speed with 
maximum load, hour after hour, day after day. 
Ends drying ‘“‘bottle necks’’. . . assures smooth, 
evenly dried surfaces, longer lasting lustre— 


fewer “rejects.” *Only 2 simple steps required... 


Saves maintenance time. Simple, sturdy construc- 
tion reduces “‘time-outs” for repairs and servicing 
to a minimum. Assures long life. 

See for yourself! Write Departmen: PF-109 today 
for illustrated 4-page folder . . . also addresses of 
installations near you. 


New Holland Machine Co., New Holland, Pa. 


Xe New Ho.Lanp KREIDER DrvYER 
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(1) Operator places wire mesh 
basketful of small parts in Dryer 
... turns motor “ON.” 

(2) Operator turns motor “OFF” 


... presses foot brake... removes 
basket. 



























Completely Enclosed Washing 






Than One-Third... Permits 






Complete Spray Pickling 
monorail conveyor, 


CONTINUOUS 
PROCESSING... 












Emulsion Cleaning 


Clear Water Rinse 






Alkali Cleaning 
Three Stage Water Rinse 
Sulphuric Acid Bath 
Acid Water Rinse 

Nickel Sulphate Bath 
Cyanide Neutralizer 
Borax Neutralizer Rinse 


Hot Air Dry-Off 
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ind Pickling Machine Reduces Pickling Time to Less 


fast Reduction in Volume of Processing Solutions! 


quipment, with positive protection for continuous 
now available to porcelain enameling plants 


The new Mahon Hydro-Hermetic Seal (Patents Applied For) makes possible this noteworthy advance 
in the development of practical and economical equipment for the preparation of metal surfaces to 
receive porcelain enamel. 


The process is continuous through all operations: Emulsion Cleaning, Clear Water Rinse, Alkali 
Cleaning, Three Stage Water Rinse, Sulphuric Acid Bath, Acid Water Rinse, Nickel Sulphate Bath, 
Sodium Cyanide Neutralizer, Borax Neutralizer Rinse, and Hot Air Dry-Off. 


Tanks and tunnel housing are of mild steel throughout except in areas where corrosive materials are 
in contact or fumes prevalent. In these areas, steel is lined with lead or rubber, or Monel Metal is 
employed. The manorail conveyor, which operates in the open above the machine, is fitted with Monel 
Metal adapters which are the load carrying medium that passes through the Hydro-Hermetic Seal—no 

spray or fumes can escape or work up the adapters to damage the conveyor. 


The Hydro-Hermetic Seal, which seals the top of this machine throughout its 
entire length, greatly increases processing efficiency in each stage. It also 
prevents the loss of active chemical fumes, reduces ventilating requirements to 
a minimum, and eliminates both the necessity for a tremendous intake of air 
through an open conveyor slot—hitherto general practice, and the resulting 
necessity for replacement of air within the building. 


These Mchon Pickling Machines can be designed to meet any requirement of 
product processing, production rate, or plant layout. 


Whatever your finishing requirements may be, whether it be Pickling Equip- 
ment, Porcelain Enamel Spray Booths, Dryers, Cleaning and Rust Proofing 
Equipment, or a complete Finishing System, you can turn to Mahon with com- 
plete confidence for the right equipment to do your particular job with utmost 
efficiency and economy .. . remember that the Mahon organization has 
pioneered development in this highly specialized field for twenty-nine years. 
Broad experience in every industry where finishing constitutes a major produc- 
tion operation, backed by constant research and experimentation, has endowed 
Mahcen engineers with a wealth of technical knowledge and practical know-how 
not available to you elsewhere. A Mahon engineer will gladly explain the merits 
and the many advantages of this new type Pickling plant at your convenience. 


THE R. €. MAHO N COMPANY 
Detroit 11, Mich. * WESTERN SALES DIVISION, Chicago 4, Ill. 


Engineers and Manufacturers of Complete Finishing Systems — including Pickling 
Equipment, Porcelain Enamel Spray Booths and Dryers, Metal Cleaning and Rust 
Proofing Equipment, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply 
Systems, and Drying and Baking Ovens. Also, Core Ovens, Shrink Ovens, Bend Ovens, 
Hydro-Foam Dust Collectors, and many other Units of Special Production Equipment. 





27th ANNUAL MEETING 


Fedenation OF Paint and Vannish 
Production Clubs 


CHALFONTE-HADDON HALL, ATLANTIC CITY, NEW JERSEY 


NOVEMBER 3, 4 AND 5 


Plans are well advanced for the 1949 Convention of the Federation which 
will be held at the Chalfonte-Haddon Hall Hotels, Atlantic City, N. J., on 
November 3, 4 and 5, immediately following the annual convention of the 
National Paint, Varnish and Lacquer Association. 

Arrangements have been made to open the Paint Industries’ Show on 
Wednesday afterncon, November 2, so that the members of the Association 
can have an opportunity to see the exhibits. A cordial invitation has also been 
extended to the members to hear Wallace F. Bennett, President of the National 
Association of Manufacturers, who will be the principal speaker at the Wednes- 
day morning session of the Association. 

The business sessions for the three-day meeting of the Federation will include 
a varied program of technical papers by representatives of the Constituent 
Clubs and foreign countries as well as addresses on timely subjects by 
outstanding speakers. 

Special entertainment will be provided for the ladies who attend the 
Convention with the annual Dance scheduled for Friday evening immediately 
following the Banquet. Excellent music and talented artists will supplement 
the usual good fellowship during this portion of the program. 

Reservations for hotel accommodations should be sent directly to ihe 
Paint Industry Convention Bureau, |6 Central Pier, Atlantic City, N. J. 
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Production Stepped Up 25%—Now 1500 Parts Per Hour! 


240 Man-Hours Saved Per Week! =; 


Quality Improved—Rejects Reduced ta '/ of 1% | 


® You can get results like these in YOUR plant, just as 
the Rollfast people did, by a simple and quick conversion 
to Udylite automatic machines. 


You'll be miles ahead by choosing Udylite, because of 
important “‘hidden’’ values like these that don’t show 
up in the initial estimate: 


No long tie-ups in the plating room during installation 

Udylite machines, shipped ready to run, can usually be 
installed over a week-end, and require but a few ma- 
chinery movers. These compact machines require less 
working space, solving the load-and-unload space prob- 
lem. Racks are within easy reach. And Udylite machines 
have astonished users with their low maintenance costs 


Write a “success story” like the one above in your plant 
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D. P. HARRIS 
HDW. & MFG. CO., Inc. 
Makers of the Famous 

yA 


= 4 
ROLLER On 


plan now to “go automatic” with Udylite equipment! 
We'll be glad to make recommendations, entirely with- 
out cost or obligation. Write today. 


Udylite 


reve) ite) 7 Vile), | 


DETROIT 11, MICHIGAN 
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Specifications for Metal Protéctive 
Paints 
7° Protective Coating Symposium at 


the 1949 N.A.C.E. meeting featured a 

discussion on the principles of writing 

specifications for metal protective 
paints presented in a paper by W. W. 
Cranmer, Industrial Test Laboratory, Phila- 
delphia. It was emphasized by Cranmer 
that although the quality of the paint is de- 
termined by the specifications, the quality of 
the paint job 1s controlled by the care in clean- 
ing and pretreating the metal and in the appli- 
cation of the paint. These latter factors in many 
cases may be considerably more important to 
the ultimate durability than is the paint quality 
itself. 

The best basis for specifications is the use of 
those formulations which have proved their 
durability in actual service. To attempt a paint 
specification without restriction on composi- 
tion, reliable short term tests must be carried 
out on the following characteristics: (1) ex- 
pected durability; (2) adhesion and retention 
of adhesion; (3) storage life; (4) moisture va- 
por permeability; (5) consistency (or some 
measure of suitability for application); (6) 
ability to restrain corrosion; (7) retention of 
appearance. While it is true that much work 
has been done on the measurement of these 
various characteristics, considerable research 
is still necessary before adequate protective 

















PLATING INSIDE SURFACES of stacked aircraft bearing shells. “SCOTCH” Pressure-Sensitive 


Tape No. 470 withstands hot caustics, strong acids and alkalies, cold water rinses at 35° F. 


Plating rejects cut 85% with plastic tape 


Plating rejects are now only 2% of volume at Cleveland Graphite Bronze Co., 
Cleveland, Ohio. “SCOTCH” Pressure-Sensitive Tape No. 470 has practically 
eliminated defective plating caused by usual insulating methods. Speed of tape 
application and removal has boosted production. 

Why not have one of our experienced tape engineers show you how “SCOTCH” 
Pressure-Sensitive Tapes can save you time and money on your finishing 
problems? Write Dept. PF-1049 for further information. No obligation. 


SCOTCH 


BRAND 
Promure-denttlive 


ANOTHER Tayte Uo. ¥ V/ (y 


Made in.S.A.by MINNESOTA MINING & MFG. CO. scint Pou! 6, Minn. 
also makers of other “SCOTCH” Brand Pressure-Sensitive Tapes, “‘UNDERSEAL” 
Rubberized Coating, “SCOTCHLITE” Reflective Sheeting, ““SSAFETY-WALK” Non-Slip 

Surfacing, “3M”? Abrasives, “3M” Adhesives. 
General Export: DUREX ABRASIVES CORP., New Rochelle, N. Y. 
In Canada; CANADIAN DUREX ABRASIVES LTD., Brantford, Ontario 
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pEVILBISS 


ER FINISHING 


TURNTABLES 


The simple turntable is an important feature in 
many spray booths. Fatigue, costly rejects and 
production bottlenecks are often reduced with 
the addition of this common item. 


Reaching all sides and surfaces of objects being 
sprayed sometimes presents a tricky problem. 
Stumbling over air and fluid hoses to get at all 
surfaces within the spray booth is almost certain 
to irk the operator and spoil work. These diffi- 
culties are bottlenecks in good production. They 
slow down the worker and cause needless fatigue. 
A turntable of the proper type for the job solves 
many problems and increases the efficiency of your 
paint department. With a turntable, 
4a all sides of the work are within easy 
Lj) SS reach of the operator saving count- 
~ less steps, pulling, tugging or lifting 
operations. And besides, runs, sags 
and other defects caused by uneven 
paint application are often prevented by the use 
of this simple device. 


| 


Selection of the proper turntable for your type of 
job will provide many production advantages. 
Aside from the prime necessity of choosing a 
turntable of ample load bearing capacity and size, 
there are other features to consider. Air lift turn- 
tables dispose of awkward reaches by elevating 


the work to whatever level is most convenient. 
They do away with lifting heavy objects by hand, 
allowing the operator more time and energy for the 
actual job of spraying. These turntables are often 
operated by a foot control to leave the hands free. 
Models with an adjustable tilting 
arrangement are especially suited 

for many »bjects. The tilting prin- 

ciple is advantageous when spraying 

cavities or angular planes. By tipping 

and rotating the table the operator 

is not forced to hold the gun in an 

awkward or tiresome position hour after hour. 
It is always best to provide a means of quickly 
centering objects to be sprayed on a turntable. 
Otherwise, objects rotated off-center receive a 
heavier coat in some places than others. Accurate 
centering eliminates this. 

Care and cleaning of the turntable is important 
if you expect to get best results. The best method 
of protecting the turntable is to coat it with a fire- 
proof spray shield, which can be easily removed 
as the paint accumulation builds up. 

Because turntables offer such a tremendous ad- 
vantage in relation to their reasonable cost, every 
paint department will find the investment well 
worthwhile. 








You Kitow Us The Ow 


IN COMPLETE SPRAY FINISHING SYSTEMS 


DeVilbiss Spray Finishing Systems reflect the engineering and 
manufacturing skill that results from more than 61 years ex- 
perience solving both the usual and unusual finishing problems 
for all industry. Visit some local DeVilbiss user and see for 
yourself how these systems produce finer work at lower cost. 


Complete DeVilbiss Spray Systems include everything from 
' spray guns to exhaust booths, in styles and sizes to meet every 
requirement. Each component is designed to operate perfectly 
with all other parts of the system. Because of this they provide 
peak operating efficiency on their respective jobs. 
When a spray system is built the DeVilbiss way, uniform unin- 
terrupted performance is assured. Production is speeded up, 
quality improved and manufacturing costs are kept at rock 
bottom. A thorough investigation will convince you that when 
a spray finishing system bears the DeVilbiss name... nothing 
better for the purpose can be found anywhere. 


THE DEVILBISS COMPANY « Toledo 1, Ohio 


Canadian Plant: WINDSOR, ONTARIO 





Spray Equipment 





paint specifications can be drawn up 
on this basis. The protective coatings 
engineer should always keep in mind 
the principles of mechanical exclusion 
and chemical inhibition; that is, the 
fact that paints can afford protection 
in two ways: (1) the film may exclude, 
wholly or partially, corrosive influ- 
ences, such as water, acids, salts, 
gases and so on from the metal; (2) 
the paint may contain a constituent 
which inhibits or stifles the corrosion 
process, bringing the metal to what 
has been termed a passive condition. 
Although passivity itself may depend 
on a film, there is a fundamental differ- 
ence between these two modes of pro- 
tection. A paint containing a protec- 
tive and inhibitive pigment converts 
the surface of the metal into a protec- 
tive film. As a result some degree of 
porosity in the film can be tolerated, 
and protection achieved. However, in 
the absence of inhibitors, protection 
can only be achieved if the paint it- 


self is reasonably impervious. 

Most of the best painting procedures 
protect in both ways, serving not only 
to render the metal passive but also to 
protect it mechanically. It might be 
argued that, provided the first coat 
contains an inhibitive pigment, the 
physical characteristics of the various 
top coats is a matter of no importance. 
Such a view would, however, be 
wrong. If the coats are mechanically 
weak, they may be removed by abra- 
sion, leaving the metal without any 
layer of inhibitive pigment to protect 
it. Thus, there are certain require- 
ments for the physical and chemical 
characteristics of the outer coat. Most 
authorities regard it desirable to have 
the outer coat as nearly waterproof as 
possible, so that the provision of the 
inhibitor in the inner coat becomes 
merely the last line of defense. 

Lewis has investigated the power of 
various pigments to prevent attack 
under conditions where _ corrosive 








A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 








Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Whatever it is 
IF IT’S MADE OF 
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“. FASTER © CHEAPER SE Nh 


with a | ° 
ed planned 
a FINISHING 


NIRI MERE SW OTE -M 


FINISHING has a highly important bearing on the sale of your product if APPEARANCE 
is a factor in its acceptance. Obsolete, inadequate finishing equipment improperly laid out, 
not only makes for inefficient finishing and consequent poor appearance—it materially adds 
to manufacturing cost. 
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Schmieg engineers, is planned precisely for your plant and product—coordinated into a 
speedy, smooth-flowing production unit that saves time—space—and operating expense. 
Schmieg has the years of engineering experience, knowledge of modern methods and the 
facilities for seeing the job through—from initial designs to completed machines, set up and 
ready to operate in your plant. *Trade Mark of Parker Rust Proof Co. 


Our engineers will be pleased to consult with you in the solution of your problem. 


THt AosZ AIR PURGE 


cEWTRIGD MERGE 
ie 
ANDUSIRIES ie 


Engencers 4 Mlanifaclirenrs 


Equipment for metal washing, bonderizing,* dry-off, spray painting, baking, as developed by 














Definite Inhibition 
(No corrosion at the scratch) 
Litharge (2 varieties) 
Red lead (3 varieties) 
Zinc oxide’ (4 varieties) 
Zinc dust 
Blom alloy pigment 


Doubttul Inhibition 
Lead peroxide 
Manganese dioxide 
Magnesium oxide (2 varieties) 
Magnesium basic carbonate 


possibly as a result of the sulfide content. 





TABLE | 


BEHAVIOR OF PIGMENTS IN THE SCRATCHED-COAT PRIMER TEST 
WITH 0.001M SODIUM CHLORIDE 


' Lithopone (co-deposited zinc sulfide and barium sulfate) gave much less favor- 
able results than zinc oxide in the tests of E. Maass and R. Kempf (Korr. Met., 1927, 3, 131), 


Detinite Corrosion at Scratch 


Iron oxide (7 varieties) 
Lead oxalate 

Lead sulfate 

White lead 

Lead chromate (2 varieties) 
Barium sulfate (2 varieties) 
Graphite 

Lampblack 

Aluminum (2 varieties) 
Arsenious oxide (2 varieties) 
Antimonius oxide 

Stannic oxide 

Titanic oxide 

Emery flour 

Carborundum 








agents (water, oxygen, electrolytes, 
and so on) are deliberately allowed to 
reach the metal (‘‘ J. Soc. Chem. Ind.,” 
53, 29T, 1934). One method he used was 
known as the scratch-coat method. In 
this method, the pigment was mixed 
with linseed oil, and spread on the steel 
surface; when the film was dry, a 
standard scratch was made, exposing 
the metal, and a drop of 0.001M sodium 
chloride placed thereon. With precau- 
tions against evaporation, all experi- 
ments were carried out in a thermo- 
stat at 77 deg. F. When the pigment 
had no inhibitive properties, corrosion 
soon set in, leading to visible rust, 
while the paint became softened and 
rubbed off readily. Several pigments 
were found to possess sufficiently well- 
pronounced inhibitive properties to 
prevent all corrosion, rusting, or soft- 
ening at the scratch below drops of 
this concentration (stronger solutions 
break down the passivity). The results 
obtained are summarized in Table I. 
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Whether the incorporation of a cor- 
rosion inhibiting pigment in the primer 
forms a “secondary” or “primary” line 
of defense is perhaps not important. 
It is known that certain pigments exert 
an inhibitive action at the metal inter- 
face and definitely promote the reten- 
tion of adherence. Future progress in 
paint technology will depend to a large 
extent on a clearer understanding of 
these mechanisms and the relations 
existing between them. 


Nickel Plating at High 
Current Densities 


NE of the technical highlights of 
the recent 36th Annual Conven- 
tion of the American Electroplaters’ 
Society held in Milwaukee, was a paper 
describing studies conducted in the 
laboratories of the International Nick- 
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Hlevre’s what iii 


QUALITY j 


| 


| OF 
EXOLON ABRASIVES 


MEANS TO YOU 


From contro! panels such as this the many 
abrasive processing operations are reg- 
ulated, conveying the crude aluminum 
oxide from crushers through various treat- 
ments to final screening 


& From the inspection of raw materials — large Thus you are certain of getting clean, well 
chunks of aluminum oxide or silicon carbide shaped, carefully graded abrasives when 
— through every stage of the manufactur- you buy EXOLON and CARBOLON. 
ing process, a close Quality Control gov- You'll find it pays to test the features of 
erns the production of EXOLON and Exolon abrasive — sharpness, surface adhe- 


CARBOLON Abrasives. sion, uniformity of grading — that quality 





control makes possible. 


“THE E xX oO L oO Nv See your distributor, or write today for 


COMPANY illustrated folder, including chart of recom- 


| 943 East Niagara Street Tonawanda, N. Y. | mended grades for surface finishing. 
I j 


MManufacturers of SILICON CARBIDE and ALUMINUM OXIDE ABRASIVES | 
October, 1949 PRODUCTS FINISHING 53 











el Company on high current density 
nickel plating, wherein it was brought 
out that in a controlled flow apparatus 
sound nickel deposits were actually 
made at the rate of 0.001 inch in 16 
seconds from a chloride-type bath, 
with high anode and cathode efficien- 
cies. This paper was based on work 
carried out by W. A. Wesley, W. W. 
Sellers, and E. J. Roehl and was award- 
ed the Founders Gold Medal of the 
A. E. S. as the best paper presented to 
the 1949 Convention. Electrochemical 
data were presented which should be 
useful in designing equipment for high 
speed nickel plating, and even for in- 
creasing ordinary plating rates by pro- 
viding uniform motion. 

The theory of limiting current densi- 
ties was applied to nickel deposition by 
the above experimenters and led to the 
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Fig. 1—Controlled flow appara- 

tus used for high speed nickel 

plating studies conducted in 

International Nickel Company 

laboratories and described be- 

fore the 36th Annual A.E.S. 
Meeting 


conclusion that it is the- 
oretically possible to plate 
nickel at rates as high as 
8500 amp./sq. ft. However, 
it was pointed out that this 
figure is so high that the 
practical limit would be 
set, not by electrochemical 
factors, but by such engi- 
neering requirements as 
prevention of overheating 
of contacts, electrolyte and 
cathode, maintaining an 
adequate rate of motion of 
the electrolyte versus the 
cathode surface, and so on. 
Calculations were also car- 
ried out which showed that 
nickel chloride solutions 
have fundamental advantages over 
nickel sulfate solutions for high cur- 
rent density work. 

Figure 1 shows the controlled flow 
apparatus for the high speed nickel 
plating studies which was adopted 
after a series of preliminary experi- 
ments. The electrolyte reservoir at the 
left is a glass or rubber lined tank 
large enough to hold the 30 liters of 
plating solution normally circulated. 
Here, the temperature and pH of the 
bath were maintained constant, and 
here also was applied electrolytic low 
current density purification of the bath 
between experimental runs. Passing 
through a two-inch hard rubber pipe 
to the glass centrifugal pump at the 
lower right (Fig. 1), the electrolyte 
was then pumped vertically through a 
large rotameter. 
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Specially Priced to Participants 
In a Group Production Plan! 


Custom Engineered Efficiency 
At Mass Production Economy 
Is Now Available In the Performance Proved 


RANSOHOFF STANDARD 24" 
DRUM TYPE CONTINUOUS PROCESS 
METAL PARTS WASHING MACHINE 


that ideally serves plants of all sizes for the most efficient and satisfactory 
cleaning of STAMPINGS, SMALL CASTINGS, SCREW MACHINE WORK. 


LIMITED TIME OPPORTUNITY! 


Orders placed in time to participate in concentrated manufacturing schedule 
of this Standard Washer will be subject to a special discount made possible by 
group production. A Ransohoff representative will gladly give you full details 
of this special opportunity. 


N. RANSOHOFF, Inc. 


9 EAST SEVENTY-SECOND STREET ® CINCINNATI 16, OHIO 
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PRODUCTION 





CENTERLESS 
@ POLISHER 
@ BUFFER 
@ SURFACER 


HORIZONTAL 


@ This Production Type S machine 
easily handles work up to 1'/2” diam- 
eter. No centering, no chucking, just 
feed automatically. Produces high qual- 
ity finishes on metal, plastics, wood, 
etc., using unskilled labor. 


Can also be used as vertical or hori- 
zontal surfacer for straight line finishing 
flat or angular work. 


Write today for full details. 
Ask for Bulletin PF-4 





tp hectto 


MACHINE COMPANY = GREENFIELD, MASSACHUSETTS, USA 
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The plating cell used in the studies 
was made of machined hard rubber 
parts with slots to support an anode 
and a parailel cathode precisely one- 
quarter inch (0.64 cm.) apart. Stream- 
lined entrance and exit channels were 
provided so as to insure as uniform a 
flow of electrolyte as possible. It was 
pointed out that the cross section of 
the electrolyte stream was almost 
exactly 2 inches high by one-quarter 
inch thick, so that a rotameter read- 
ing of 1 gal./min. corresponded to a 
flow rate over the cathode and anode 
surfaces of 38.5 ft./min. Pressed 
against the outer surface of the 
cathode was a heavy contact plate of 
nickel to which electrical connection 
was made by means of a heavy bolt 
through the cell wall. The long dimen- 
sion of the electrodes was horizontal 
and the 2-inch dimension vertical. The 
outlet end of the cell was readily re- 
movable; the cathode was inserted and 
removed from this end. It was brought 
out by the experimenters that the ap- 
paratus used resembled a similar ap- 
paratus that has been used for study 
of high speed tin plating on strip steel, 
although the two were designed inde- 
pendently. 

The experiments were conducted 
with two types of baths, namely, the 
chloride type nickel bath and a Watts- 
type bath. The former was of nominal 
composition of 300 gm./1. nickel chlor- 
ide, plus 30 gm./1. boric acid, while the 
latter contained 330 gm./1. nickel sul- 
fate, 45 gm./1. nickel chloride, and 30 
gm./1. boric acid. Both baths were giv- 
en a high pH treatment for removal of 
iron, a treatment with activated car- 
bon to remove organic matter, and 
were worked at low current density to 
remove inorganic impurities. As a re- 
sult of studies with these two types of 
baths, it was concluded that the Watts 
bath suffers serious disadvantages in 
comparison with the chloride bath for 
plating at very high current densities, 
namely poor anode behavior, high elec- 
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PHOSPHATE FINISHES TO 
MAKE YOUR PRODUCT 


DURABLE 


Duridine 


Phosphate-coats and cleans sheet metal products in mild 
steel equipment for a lasting paint finish. Duridizing is 
sludge-free, low in cost, and simple in operation. 


COLD SPRAY 


Granodine 


Forms a zinc phosphate-coating bond on sheet steel pro- 
ducts—automobile bodies and fenders, refrigerator cabi- 
nets, etc.—for a durable, lustrous finish. Granodizing is 
a rapid, low-temperature process. 





























— Thermoil -Granodine 


PROCESSES Creates a dense iron and manganese phosphate coating 
RUST PROOFING AND on steel, which, when oiled, provides exceptional resist- 
PAINT BONDING cince to rust and wear. The coating also provides a 


Pee most effective paint bond. 
i? 


Daridine * 

Modine * “a 
Lease Lithoform 
Thermoil-Granodice % 
RUST REMOVING AND A phosphate-coating chemical for galvanized iron gal- 

PREVENTING . ; 
vanneal, and other zinc or cadmium surfaces. Makes 

Deoxidine * paint stick! 

Peroline % 
PICKLING ACID — Write—or call Ambler 0486—for more information on 
Rodine * ® these products, and advice on your own metal 

working problem. 





Pioneering Research and Development Since L914 


AMERICAN CHEMICAL PAINT COMPANY 


| AMBLER; | Pa 


a 


Manufacturers of Metallurgical, Agricultural and Pharmaceutical Chemicals 
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TABLE II 


LIMITING CURRENT DENSITIES FOR SOUND NICKEL DEPOSITS 
Based on Data Collected in International Nickel Laboratories 


Temperature: 160 deg. F. 
pH: 2.0 


Chloride Bath 


Flow Rate Sound Unsound Sound Unsound 
of Electrolyte Thickness Deposits at Depositsat Thickness Deposits at Deposits at 
ft./min. inc a.s.f a.s.f inch a.s.f a.s.f 
400 500 .001 350 400 

.003 300 350 
700 


1200 .003 800 
3000 x 


4000 x 


Watts Bath 


10 .001 


50 .001 600 
100 .001 1100 
300 .001 
350 004 
400 .001 


900 
3000 


4000 
4200 


500 .005 
750 .001 





x—Not determined due to anode difficulties. 


x 








trolyte resistivity (that is, high tank 
voltage), and a lower limiting current 
density for sound deposits. 

In studying the limiting current 
density, the procedure used was to 
plate a series of deposits at a constant 
rate of flow, but at increasing current 
densities until unsound deposits were 
obtained. In this connection, it was 
stated that burned, streaked, or spongy 
areas on the plate were considered evi- 
dence of unsoundness. Also, it was 
brought out that at the highest flow 
rates of 1055 and 750 ft./min., the 
limiting current density could not be 
reached because 4200 amp./sq. ft. was 
the current density obtained at the 
maximum available voltage. 

The results on the practical limiting 
current density for nickel plating un- 
der these conditions are given in Table 
II. When the results were represented 
graphically it was shown that the re- 
lationship between the practical limit- 
ing current density and solution flow 
rate is at least approximately a linear 
one. Among the conclusions drawn 
from the work was that the limiting 
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current density for sound nickel de- 
posits increases approximately linearly 
with the rate of flow of electrolyte over 
the cathode surface. With a flow rate 
of 750 ft./min., sound nickel deposits 
were obtained at cathode current den- 
sities as high as 4260 amps./sq.ft. in 
the chloride nickel bath. It was also 
shown in the experimental work that, 
at the limiting current densities, both 
anode and cathode efficiencies were 
still approximately 100 per cent. These 
data are given in Table III. 
Concerning the character of the de- 
posits, data were presented to show 
that nickel coatings prepared at very 
high current densities were less ductile 
and slightly harder than those made 
from the same solution at normal 
rates. Tests were also conducted which 
showed that the protective value of 
nickel coatings is not significantly 
lowered by increasing the current 
density. For example, panels made 
from the Watts-type bath at 800 amp. / 
sq.ft., were somewhat superior to 50 
amp./sq.ft. panels in resistance to 
atmospheric corrosion and the salt 
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i CUT COSTS WITH 
- CODMAN BUFFS 


THE LONGER LIFE you get in Codman Ventilated 


NON-FRAY Buffs will res 


your plant. 


service. 


ult in lower buff costs in 


ON-FRAY Buff 
gh” jobs. Only 
heeting are 

s stay longer in 


COOLNESS AT ALL SPEEDS means peak effi- 


ciency: NON- FRAYS 


deep, 


non-compressib e 


ir flow. 
tilating channels allow free, constant & 
venti 


N It WITH 
| UR PROFIT. EAR 
— _— YODMAN BUFFS. 


BRANCH OFFICES: 
Detroit 
Philadelphia 
Los Angeles 
Grand Rapids 


Tre MARK 


For Over 50 Years the Greatest Name in Buffs 
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*The REAL-VENT Non-Fray Ventilated Buff 


is made under patent Nos. 2,027,863; 
2,094,650; 1,573,961; Re. 19,894; 2,140,- 
208, other patents pending. 


P.L.&J.C. 


“CODMAN 


COMPANY 
* MASSA HUSETTS 
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Temperature: 
PH: 


Current 
Density 
a.s.f. 


Flow Rate 


Bath ft./min. 


Chloride 50 600 
100 1100 

750 3000 

1055 4260 

Watts 10 300 
100 800 


* Electrolytic nickel 
** Wrought carbon-bearing nickel 





TABLE III 
ELECTRODE EFFICIENCIES AT HIGH CURRENT DENSITIES 


Efficiency calculated from changes 
in weight of electrodes. 


160 deg. F. 
2.0 


Time to 

Deposit Anode 

.001 in. Efficiency 
sec. per cent 


115 98 96 
63 104 100 
23 99 100 
16 100 

230 99 
87 98* 102 

104** 


Cathode 
Efficiency 
per cent 








spray test. 

From the standpoint of commercial 
nickel plating operations, the point 
was brought out that with a measured 
electrolyte flow rate of 10 ft./min., the 
limiting current densities were 400 and 
300 amp./sq.ft. for the chloride and 
Watts bath, respectively. Thus, even 
at this flow rate it should be possi- 
ble to double present average nickel 
plating rates. 


Monel Metal Useful as a 
Material of Construction 
for Metal Pickling 


OT sulfuric acid solutions com- 
monly are used for pickling oxide 
scales from steel or steel parts which 
have been hot rolled, forged, or otuer- 
wise heat treated. Acid concentrations 
normally are 5 to 15 per cent by weight 
and temperatures 140 to 200 deg. F. 
Organic inhibitors sometimes are add- 
ed to prevent too rapid an attack on the 
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steel. According to data recently 
brought out by the International 
Nickel Company, because of its good 
mechanical properties and resistance 
to corrosion by these pickling solu- 
tions, Monel metal has for years been 
a standard material for construction of 
crates, racks, baskets, chains, hooks, 
and other parts holding the steel to be 
pickled; for bolts, nuts, stay-rods, and 
other parts supporting wood pickling 
tanks; for heating coils and in some 
cases for solid or lined pickling tanks. 

Monel crates, baskets, and chains are 
protected galvanically by the steel 
parts with which they are in contact. 
Consequently, the corrosion rates are 
very low, and it is not unusual to find 
Monel pickling crates still in good con- 
dition after 10 to 15 years of service. 
Corrosion data based on annual weigh- 
ings of numerous baskets and crates 
has shown an average equivalent de- 
crease in metal thickness of 0.0002 to 
0.012 inch per year, depending upon 
the analysis and temperature of the 
pickle liquor, number of hours of op- 
eration per day, and the sequence of 
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Roll-a-way perforated 

hood provides maximum 

safety and better opera- 
tor vision. 









LEARN WHY THE NATION’S 
LARGEST MANUFACTURERS 
USE ALMCO SUPERSHEEN 


GET THE FACTS TODAY 
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FREE 
ENGINEERING 
CLINICS 


Nationwide Network of 
Engineering Clinics pro- 
vide you with quicker and 
better sample processing 
—Keep you fully inforra 
ed of latest methods. 
Your best source for corm- 
plete data on production 
cost and procedure. Send 
sample parts or mail cou- 
pon for further informa- 
tion. No obligation! 
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NO OTHER BARREL 
COMPARES WITH THE 
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= DEBURRING AND 
| FINISHING BARREL 


GREATER VERSATILITY — Infinite variable speeds 
from 6 to 30 R. P.M. (standard equipment , 
MAXIMUM SAFETY — Roll-a-way perforated 
hood permits positioning of barrel with hood 
down. No protruding parts or door hand Light 
colored barrel allows operator better working 
vision, 

MAXIMUM EASE OF OPERATION - Positive 
magnetic brake allpws inching to position, Quick 
opening and quick closing cam-operated doors 
(see below). Forwatd and reversing switc 
TROUBLE-FREE OPERATION — Sturdi'y built 


} 
Tested and proved| under most severe conditions. 


NOTE: Available with NEOPRENE lining or unlined 


7 REPLACES FROM 2 to 12 MEN! 
Case histories in wide variety of finishing applica- 
tions show tremendous man-hour savings. Studies 
cover stampings, forgings, castings, machined parts 
of both ferrous and non-ferrous metals. 


PAYS FOR ITSELF IN SHORT TIME! 
In a study of ten typical SUPERSHEEN installations, 
costs averaged 80.1% less than former hand fin- 
ishing methods. We know of no SUPERSHEEN in- 
stallation that hasn’t paid for itself within a few 
months! 


“ GIVES “‘A BETTER FINISH FASTER!” 


A vastly superior honing medium is combined with 
equipment specifically designed to give a superior 
“controllable” tumbling action. The result is greater 
accuracy, reduced surface porosity, unmatched uni- 
formity and color, fewer rejects and lowest possible 
cost. 


ALMCO DIVISION—QUEEN STOVE WORKS, INC. 
Factory and General Offices—-Albert Lea, Minnesota 


Dept. P-10: 
Please send me latest descriptive literature and address of 
nearest Supersheen Engineering Clinic. 


Name ... 


Address 
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FULL PROTECTION 
until you want it PEELED 
. - - THAT’S 


OPEEL. 


. . . the modern plastic coating that gives 
flexible-film protection to the surface of your product 


Why run the risk of expensive rejects of parts damaged during storage... 
transit even assembly? Through all these stages Copeel protects your prod- 
ucts against marring — scratching — rust and corrosion! 
Copeel protects the highly polished metal surfaces of precision parts... can 
also be used over properly cured synthetic baking enamels Applied by dip 
or spray method, Copeel quickly hardens to a tough flexible film that peels off 
easily — like the skin of a banana — when required. 
Write for Technical Data Bulletin #1504 for full details regarding the 
most suitable type of Copeel to protect your products. Better yet — let an M&W 
Sales Engineer discuss with you the best and most economical way to use Copeel. 
in PROTECTION 


a . here industry goes with finishing problems 
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MAAS \/ & WALDSTEIN COMPANY S372"%<, 


Boston 15, Mass ° Chicego 12, Il. ° los Angeles 34, Calif 
Pacific Coast Division: SMITH-DAVIS CO., 10751 Venice Boulevard, Los Angeles 34 
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eynce the days of the 
tandem Bike... 


BLAKESLEE 


HAS PIONEERED 
METAL PARTS WASHERS 


In the d hen handle | tach apelin 

n the days when handle bar mustaches, 

derby hats and celluloid collars were pop- OR SOLVENT VAPOR 
ular . . . Metal parts were already being DEGREASERS 
washed in Blakeslee washers. BLAKESLEE HAS 


Blakeslee engineers are constantly im- 
proving cleaning methods and speeding up oe 
cleaning operations to keep pace with mod- 
ern mass production methods. Experience 
in handling every metal piece, from small 
watch parts to Diesel engine crank cases, 
has given Blakeslee engineers the “know 
how” to solve your particular cleaning 
problems. 

A qualified Blakeslee representative is 
located near your plant. Write, wire or 
phone and he will be pleased to discuss your 
cleaning problems with you. 





BLACOSOLV 


mn —— 


NIAGARA 


METAL PARTS WASHERS 
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steps in the process through which the 
equipment passes. The copper content 
of Monel is low enough that copper- 
flash is avoided when it is used for 
racks or crates in the pickling of steel 
for enameling or other finishing opera- 
tions. 

Sulfuric acid solutions are also used 
in the pickling of fabricated brass and 
copper parts and in the continuous 
pickling of brass and copper strip and 
sheet. Acid concentrations and temper- 
atures vary somewhat more than in 
steel pickling and depend upon the 
thickness of oxide film or scale to be 
removed. Concentrations may range 
from 5 to 20 per cent and temperatures 
from atmospheric to 180 deg. F. Dur- 
ing pickling, the sulfuric acid solution 
dissolves copper from the product and 
gradually accumulates a copper sul- 
fate content. Where ordinary immer- 
sion pickling processes are used and no 
oxidizing chemical is added to the solu- 
tion, experience has shown that Monel 


e—!_, PROVED WHERE 
pez PERFORMANCE 
‘ ReS NC 


a 
COUNTS 


On practically every 
type plating solution. 


Here’s positive, trouble-free filtration that’s 
proof against dirt, dust, oil, sludge and all im- 
purities usually present in plating solutions. 
Regardless of the size or type of your installa- 
tion, there’s a ‘‘Sealed-Disc’’ Filter to ‘‘fit 
your job’’—write for complete details. 








ALSOP ENGINEERING CORP. 
404 KEEN ST., MILLDALE, CONNECTICUT 
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baskets and crates are satisfactory for 
handling the brass parts during such 
finishing processes. 

However, in the flash or bright 
pickling of brass parts, oxidizing salts 
such as dichromates or nitrates, or 
nitric acid may be added to the sul- 
furic acid solutions. Under such highly 
oxidizing conditions, Monel and nickel 
are subject to rapid attack. Inconel 
and other nickel-chromium alloys are 
generally used for dipping baskets. The 
nickel-chromium molybdenum-iron al- 
loys usually are resistant and are 
used for pumps, valves, and other 
parts. Type 316 stainless steel pickling 
tanks frequently are used under these 
oxidizing conditions. It has been point- 
ed out that this alloy may sometimes 
be subject to localized corrosion in 
crevices where oxidizing conditions do 
not penetrate; therefore crevices 
should be avoided in the design of such 
tanks. 


Hardness of Electroplated 
Chromium 


MPORTANT data of practical value 
to the chromium plater were pre- 
sented before the 36th Annual Elec- 
troplaters’ Society Convention on the 
hardness of chromium electrodeposited 
under a wide variety of conditions in 
a paper by J. M. Hosdowich, United 
Chromium, Inc. Hardness means dif- 
ferent things to different people. How- 
ever, to the chromium plating engi- 
neer, it is the thing that makes a 
chromium plated roll give long service. 
It was brought out by Hosdowich, 
that hardness is not a single property. 
It is a composite of properties. Every- 
thing considered, the ideal method of 
determining the hardness of a ma- 
terial would be to test it in a machine 
designed to simulate the particular 
conditions which the material will have 
to withstand in service. 
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Buc OLIVER TRACTORS PER HOUR 


'¢ om Pp (Production Increased 50% 


Finishing systems with this Plant Layout) 


Designed, Built 
and Installed by 





TRACTOR CHASSIS CONVEYOR (dotted line) travels 
through spray booths and bake oven. 


150 WHEELS, RIMS AND WHEEL WEIGHTS per hour 
are carried on 702’ Monorail continuous conveyor 
(black line) through washing, spraying, bake stages. 


135 TRACTOR PARTS per hour move on 1016’ Monoroil 
(red line) through wash unit, dry-off oven, spray booth 
and bake oven. 


i Minimum handling, conservation of space, lower 

It takes less than one-half minute to maintenance and labor costs per unit with more pro- 

spray @ wheel or rim in this enclosed duction are the results of this streamlined DesPpaTCH 

water wash spray booth. Finishing System at the tractor plant of The Oliver 
Corporation, Charles City, lowa. 

A 3-STAGE WASH UNIT for parts and a 2-stage 
unit for wheels and rims have immersion type gas 
burners and spray nozzles arranged for complere 
coverage of all surfaces. 

4 WATER WASH SPRAY BOOTHS are enclosed 
and supplied with heated and filtered outside air from 
two air make-up systems. 

3 DESPATCH CONVECTION HEATED OVENS, 
one for parts dry-off and two for finish baking are 

: ; : heated with direct gas-fired air heaters. Effective heat 

Overhead installation of this parts dry- seals and oven ventilation are accomplished by axial 
off oven allows for extra working area. flow, dual purpose fans located in exhaust plenums. 
READY TO SERVE YOU! No matter what your 
finishing requirements, DEsPATCH Engineers are ready 
to help you achieve higher production and better 
finishing at lower Operating and maintenance costs. 


WRITE TODAY for Bulletin 51-E 


DESPATCH OVEN COMPANY 


MINNEAPOLIS OFFICE: CHICAGO OFFICE: 
619 S. E. 8th St. 7070 N. Clark St: 


Over and under construction of finish bake 
ovens relieves factory floor congestion. 


OVEN COMPANY 
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EXPERIENCE-DESIGNED 
JOB-ENGINEERED 


3)ECONOMY OPERATED 


FOR THOROUGH METAL CLEANING 


The D'OILER Vapor Spray machine, illus- 
trated above, can be used as a vapor- 
spray, or a straight vapor degreasing unit. 
Drain table recaptures dragout from bas- 
keted parts . . . all-around insulation 
reduces heat losses . . . exhaust duct on 
two sides safeguards operator . . . pump 
drive for standby solvent eliminates hand 
pouring. 


Every D'OILER type is built to do a spe- 
cific job . . . is designed with the ‘‘on- 
the-job experience’’ necessary to provide 
a degreaser that does the work, in the 
required volume, economically. 


Our engineers will gladly advise on de- 
greasing problems; your inquiries will re- 
ceive prompt attention. Write today. 


Mechanical 


PROCESS COMPANY 
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In the United Chromium labora- 
tories the scratch hardness of chrom- 
ium electrodeposited under a_ wide 
range of conditions was determined by 
means of the Bierbaum Microcharac- 
ter. The abrasion hardness of the elec- 
trodeposited chromium was deter- 
mined by means of an automatic ma- 
chine in which a grinding wheel was 
intermittently brought in contact with 
the test piece. Based on the work con- 
ducted, a conclusion of practical value 
to the chromium plater is that both the 
scratch hardness and the abrasion 
hardness of any chromium deposit can 
be accurately estimated frem its ap- 
pearance—regardless of the temper- 
ature and current density under which 
it was deposited. Matte deposits were 
found to be softest by both test meth- 
ods; bright deposits hard by both 
methods; frosty and burnt deposits 
were still harder by the scratch meth- 
od but softer by the abrasion method. 

The Bierbaum Microcharacter is an 
instrument for making a scratch with 
a diamond point under a constant load. 
The hardness is determined by measur- 
ing the width of the scratch under the 
microscope. The polished and lubrica- 
ted surface being tested is moved by a 
micrometer feed under a diamond 
point bearing down with a constant 
pressure. The diamond is ground to the 
shape of the corner of a cube, and 
mounted on a spring so that the di- 
agonal of the cube is norma! to the 
test surface, and one edge faces the 
direction of the motion. The pressure 
is produced by a small weight, gener- 
ally 3 to 9 grams, supported by the di- 
amond point. The scratch widths were 
measured on the ground glass of a 
Leitz metallographic microscope, Mod- 
el MM, by means of a pair of dividers 
and a millimeter scale. Hosdowich 
stated that in the experiments, a mag- 
nification of 1000 diameters was 
selected so that the measurement of 
the image in millimeters was the 
same figure as the actual scratch width 
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“Course we'll never have runnin’ water out here 


but maw just couldn’t resist that VEDOC finish.” 


Long wearing, highly resistant to soaps, alkalies, heat and moisture 
VEDOC is one baked finish that is really hard to pass up. Applicable 
for pressed wood or metal, you'll find VEDOC provides excellent cover- 
age and is available in one or two-coat systems. Baking time for pressed 
wood: 20 minutes for the primer at 275° F and 20 minutes at 300° F for 
the finish coat. For metal finishing—20 minutes at 300° F or seven 
minutes with Infrared Drying. Write today; we'll be glad to send you 


a quotation for ten gallons—-or fifty drums. 


woe 
ve Your Best Guide to Protective Coatings 


Formulated to Solve Industrial Finishing Problems. 
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LIQUID PLASTICS DIVISION 


FERRO ENAMEL CORPORATION 
4150 EAST 56th STREET - CLEVELAND 5, OHIO 











Fig. 2—Unpolished bright chromium deposit 
scratch measuring 4.07 
(1000X) 


showing microns 


in microns. Shown in Fig. 2 is an un- 
polished bright chromium deposit 
showing scratch measuring 4.07 mic- 
rons. 

A number of factors involved in 
commercial conditions for electrode- 
positing chromium were studied to de- 
termine their effect on hardness of the 
plate produced. Shown graphically in 
Fig. 3 are data collected by Hosdowich 
on the relationship between current 
density and scratch hardness of elec- 
trodeposited chromium at 45, 55, and 
65 deg. C. using the commercial type 
250 gm./1l. chromic acid plating bath. 
The data show that as the current den- 
sity increases, the hardness increases 
rapidly, then levels off at about 1000 


Brinell, and then increases slowly. The 
range of constant hardness increases 
with increase in temperature. The de- 
posits having the lowest hardness were 
described by Hosdowich as milky in 
appearance; those at the 1000 Brinell 
level were bright or frosty; and the 
hardest deposits were rough or burnt. 
Data reported on the commercial 400 
gm./l. chromic acid plating bath were 
similar except that the 1000 Brinell 
level was found to start at a higher 
current density. Additional work was 
carried out which showed that, in gen- 
eral, the hardness of electroplated 
chromium is correlated with the ap- 
pearance of the deposit and not with 
either temperature or current density 
alone. 

Other studies carried out by Hosdo- 
wich which are of interest to the 
chromium plater included an investi- 
gation of the effect of varying the 
chromic acid to sulfate ratio on the 
hardness, which showed that there is 
no apparent difference in the scratch 
hardness of chromium deposited from 
solutions having ratios of CrO. ,/SO, 
equal to 75/1, 100/1, or 150/1. Addi- 
tional tests showed that the presence 
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Fig. 3 — Curves pre- 
sented at 36th Annual 
A.E.S. Convention 
based on work con- 
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ducted by United 
Chromium, Inc., 
showing relationship 
between current den- 
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sity and scratch hard- 
ness of electrodepos- 
ited chromium. The 
250 gm./l. solution 
was studied at tem- 
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peratures of 45, 55, 
and 65 deg. C. 
LM—light gray matte 
DM—dark gray matte 
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M—milky 
SM—slightly milky 

B—bright 
SF—slightly frosty 
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FS—frosty-smooth 
FR—frosty-rough 
BU—burnt 
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ROBINSON'S 4222s ow str 


LIQUID; GOLD P 


ently and economically. P 
See replenishment—no frequent ju 
Me Sold by 100% Troyweight—no 


"Be satiMied with only the finest—Spec 


A. ROBINSON & SON, 131 Cand 
A R 0 B | N S 0 N & S 0 N Send information on Robinson's Assd 
e Plating Solutions [], Potassium Gold 
Be Pelics lid Beet lkce wie. [], Rhodium Solutions [], Booklet: * 


Metal Plating’’ [1]. 
IJI'CANAL STREET NEW YORK 2, N.Y. 
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CAnal 6-0310—0464 
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of 5, 10, or 25 gm./I1. trivalent chrom- 
ium, or iron contamination of the bath 
does not affect the scratch hardness 
of the chromium deposit. 

In testing the abrasion hardness, 
Hosdowich used a machine involving 
a slowly rotating emery wheel. Its cut- 
ting, indenting, and shearing action ap- 
proximates the type of wear to which 
many appiications of chromium plate 
are subjected. The results of abrasion 
hardness studies made using the com- 
mercial 250 gm./1. chromic acid plating 
bath showed that the maximum abra- 
sion hardness was obtained at 45, 55, 
and 65 deg. C. in the slightly milky, 
bright, and slightly frosty plating 
range. Also, it was found that the cur- 
rent density range for maximum abra- 
sion hardness becomes greater as the 
temperature increases. The matte de- 
posits were found to have a low abra- 
sion hardness. As the deposits become 
frosty and burnt, the abrasion hard- 
ness decreases, whereas the scratch 





ARE YOU SATISFIED 


WITH YOUR FINISH? 
TRY 


HARRISON'S 


COMPOUNDS 


for 
Aluminum, Brass, Copper, 
Stainless Steel, Carbon 
Steel, etc. 


TRY OUR NEW GREASE STICK; ALSO 
OUR NEW WATER SOLUBLE 
COMPOUNDS. 


Our technical Representative will be 
pleased to help you with your problems. 


HARRISON & COMPANY, INC. 


Haverhill, Massachusetts 
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hardness continues to increase. The 
abrasion hardness data found for the 
commercial 400 gm./1l. type bath were 
found to be similar to the values 
found for the 250 gm./l. bath, except 
they were shifted in the direction of 
higher current density. 

According to recommendations 
made before the convention group by 
Hosdowich, there is no need for a plat- 
er or engineer to run hardness tests on 
chromium plated parts in production. 
Many such tests are influenced more 
by the hardness of the base metal than 
by the hardness of the chromium plate. 
Thus, so long as the chromium plate 
comes out of the plating solution 
bright or slightly frosty in appearance, 
it has a hardness equivalent to about 
1000 Brinell. If a bright chromium 
plate appears to be “soft”, it may be 
because the base metal is too soft and 
the chromium deposit too thin. 


tk * # 


Surface Treatment for 
Magnesium 


CCORDING to a report by L. 

Whitby in a recent issue of ‘“‘Met- 
allurgia,” London, the addition of so- 
dium dichromate to selenious acid 
baths provide a surface treatment for 
magnesium that compares favorably 
with standard chromate and selenium 
coatings from the standpoints of both 
salt-spray resistance and effectiveness 
as a paint base. The coating composi- 
tion is primarily selenium, but chro- 
mium, probably as a partially-soluble 
chromate, is also present and is 
thought to account for the improve- 
ment in coating properties. 

The bath recommended is an aqu- 
eous solution of 7.5 per cent sodium 
dichromate plus 3 per cent selenious 
dioxide used at its boiling point. A 
5 minute immersion is recommended 
for the alloy corresponding to Dow- 
metal M, followed by mechanical re- 
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From cars to candlesticks, no other 
metal finish can beat lacquer with its 
outstanding combination of: 











@ QUICK DRY 

@ COLOR VARIETY 
@ VERSATILITY 

@ DURABILITY 

@ EYE-APPEAL 

®@ ECONOMY 


HERCULES POWDER COMPANY 
927 Market Street, Wilmington 99, Del. 


FO BLOT 


Hercules does not manufacture lacquers, only the basic materials from which they are made 
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moval of the surface layer if the ma- 
terial is to be painted. Life of the solu- 
tion was stated to be exceptionally 
long; and, for the alloys tested, the 
coatings were said to be odor-free. 


* * * 


Salt-Bath Chromizing Produces 
Corrosion Resistant Coatings 


ORK carried out at Battelle Me- 

morial Institute and reported at 
the 95th Convention of the Electro- 
chemical Society has resulted in an im- 
proved method for production of 
chromized corrosion resistant coatings 
on a variety of ferrous materials. Ac- 
cording to data presented in a paper 
before the meeting by L. E. Campbell, 
V. D. Barth, R. G. Hoechelman, and B. 
W. Gonser, of Battelle, chromizing by 
the new process is obtained by simply 
immersing the work in a fused salt 
bath containing chromous chloride. It 


was pointed out that this is a more 
flexible process than is the present 
process for chromizing by the pack 
process in which a chromium-contain- 
ing mixture is packed around parts in 
a tubular furnace, and the charge 
heated to 1300-1400 deg. C. in a hydro- 
gen atmosphere. 

In the chromizing of steel, chromous 
chloride reacts with iron to form a 
chromium-iron alloy at the surface. 
The surface of a chromized part, as 
ordinarily prepared, is never pure 
chromium, but is of the order of 40-70 
per cent chromium. The concentration 
gradient beneath the surface drops to 
about 13 per cent at the interface be- 
tween the case and base metal. It was 
pointed out by the Battelle workers 
that since only the surface of a corro- 
sion resistant alloy is effective in op- 
posing destructive attack, there are 
many instances in which ordinary iron 
or steels having a protective high- 
chromium alloy surface are as satis- 
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Economy in Production with 
"CADET" 


BUFFING and POLISHING LATHES 


IMMEDIATE DELIVERY 


The “Cadet” Type CT buffing and polishing lathe is 
available in 1, 2, 3, 5 and 7¥%2 H.P. Ball bearing 
equipped. Equipment includes: V Belt Drive, Hand 
Brake (extra), Shaft Lock, and Push Button Safety 
Starter with overload protection. Spindle length 44”, 
spindle height 39’, arbor diameter 11/4". 


Builders of Standard grinders, and buffing and pol- 


Write today for Catalog 44. 
Visit our Booth 1628 at the National Metal Exposition, Cleveland, Ohio, October 17-21 


THE STANDARD ELECTRICAL TOOL CO. 


Type CT 


CINCINNATI 4, OHIO 
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“Haw! Too slippery for you, eh?” 


ps get a finish on a product and make it stick can 
be quite a problem at times. On mirror-bright chro+ 
mium plate, for example. 


A manufacturer was faced with that problem on 
chromium plated refrigerator shelves. And he asked 
Unichrome engineers to see what they could do. 


Neglecting not one single requirement of shelf 
service, they formulated a Unichrome finish that 
gave him clarity, resistance to hurnidity, food chem- 
icals, abrasion—as well as remarkable adhesion to 
chromium. Today, it is one of the most popular 
and widely-used finishes for chromium shelves! 


Would you like to try out our thinking on your 
problem? Write us about it. 


LACQUERS, SYNTHETICS, BAKING ENAMELS 


Products of the Organic Coatings Division of UNITED CHROMIUM, Incorporated 
51 East 42nd Street, New York 17, N.Y. 
Detroit * Waterbury * Chicago * Dayton ¢ Los Angeles 
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Table IV 


Armco iron 
Armco iron 
. 1015 steel 

. 1045 steel 

. 2315 steel 

. 3140 steel 

. 4120 steel 

. 4130 steel 

5115 steel 
0% Mn, 0.15% C, 0.8% Si steel 
: 1.5% Mn, 0.08% C, 0.4% Si, 
0.64% Ti “IK” type steel 
. 18-8 type 347 stainless steel 
3.3% CG, 1.7% Si, 0.8% Mn cast 
iron 
. 3.4% C, 1.9% Si, 0.8% Mn cast 

iron* 

. Nickel 
. Molybdenum 
j Tungsten | 


“5S CONDOS wNHe 


eee 


* Partially decarburized to depth of 8 mils. 


3/16" -diam. rod 

1/16" sheet 

1/4” x 1/4" bar 
Ditto 


3/16"-diam. rod 
5/16"-diam. rod 


5/16"-diam. rod 
1/4"-diam. rod 


5/64"-diam. rod 
9/16"- -diam. a. Tod 


“Chromi “— Senpumtens 


. 3306". 1200" C. 
1000° C. 
1100° C. 
Ditto 


‘Shape 


900°, 1000° 


3/16"-diam. rod 
1/4” x 1/4" bar 


1200° C. 
1035° C. 


1035° C. 


1200° C. 
1200° C. 
1200° C. 


Materials which were chromized in the experimental work carried out at Battelle Memorial 


Institute. 


factory from a performance standpoint 
as a continuous “stainless steel’ 
structure. 

The primary salt-bath composition 
used in a majority of runs consisted of 
the following mixture: 

30 per cent chromous chloride 

40 per cent barium chloride 

21 per cent sodium chloride 

Sufficient chromium flake to cover 

the crucible bottom. 
An argon atmosphere was provided to 
shield the bath against air. The ex- 
perimental work included determina- 
tions of comparative case formation in 
the above bath and variations were 
made in both the bath composition and 
atmosphere. Some work on _ pack 
chromizing was also carried out to pro- 
vide a basis for comparison with the 
salt bath method. Table IV lists the 
metals and alloys chromized in the ex- 
perimental furnace at Battelle. 
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(Courtesy Electrochemical Society) 


The Battelle workers reported that 
none of the chromized parts listed in 
Table IV failed to pass the nitric acid 
test. This test consisted of immersion 
of the specimens in a 1:2 concentrated 
nitric acid, water solution at room 
temperature. Specimens having con- 
tinuous cases were unaffected in a 3 
to 4-month test period. Those having 
slight porosity or excessively thin 
cases failed within a few hours. It was 
reported that continuous cases as thin 
as 0.2 mil held up over tests of several 
months duration. A _ steel salt-bath 
chromized part that was examined 
metallographically is shown in Fig. 4. 
The effect of time and temperature on 
thickness of case during salt bath 
ae of Armco iron is shown in 
Fig. 5. In general, case thicknesses for 
aris were less than for iron, since as 
pointed out in the report, the presence 
of carbon sharply restricts the rate of 
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e Fostoria Evenray ouft- 
performs any other 
Intra-red equipment by 
actual test. Write for 
free brochure describ- 
ing the process and 
Evenray advantages. 








EVENRAY INSTALLATION AIDS STREAMLINED PRODUCTION. Harry Ferguson, 
Inc., Detroit, utilizes a 64-foot Fostoria Evenray paint baking oven with 
a capacity of 250 assemblies in eight hours—to keep pace with the new 
assembly plant’s production basis of a completed farm tractor every 
115 seconds. 


THE FOSTORIA PRESSED STEEL CORPORATION 
FOSTORIA, OHIO 


Oldest and Largest Manufacturers of Industrial Infra-red Ovens 
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Fig. 4—S.A.E. 5115 steel, salt bath chromized 
at 1100 deg. C. (2000 deg. F.) showing pene- 
tration into defect. 100 X. Nital etch. 
(Illustration courtesy Electrochemical Society) 


case growth. 

In a number of runs 
cast iron was found to 
chromize without diffi-. 
culty, a uniform corro- 
sion-resistant one-mil 
case being formed in 3 
hours at 1035 deg. C. 
The effect of excessive 
carbon is partially off- 
set in the case of cast 
iron by its lower melt- 
ing point. 

Advantages of the 
salt bath method of 
chromizing which were 
cited in the report in- 
clude such factors as 
greater latitude in 
chromous chloride con- 
centration during treat- 
ment, elimination of 


Fig. 5—The effect of time and 
temperature on thickness of 
case during salt bath chrom- 
izing of Armco iron based on 
work carried out at Battelle 
Memorial Institute 
(Illustration courtesy Elec- 
trochemical Society) 
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packing and unloading operations and 
furnace heating and cooling, and the 
possibility of chromizing, simultane- 
ously, articles requiring different pe- 
riods of treatment. It was pointed out 
that the rate of chromized case for- 
mation in the salt bath method is 
dependent upon two processes: (1) an 
exchange reaction, whereby chromous 
chloride reacts with iron to form a 
chromium-iron alloy and ferrous chol- 
ride, and (2) the inter-diffusion of 
chromium and iron. In _ salt-bath 
chromizing with a high chromous-ion 
activity, the limiting factor is the 


diffusion process, and the exchange 
process can, for practical purposes, be 
assumed to be instantaneous. Futher- 
more, since the diffusion rate is an ex- 
ponential function of the temperature, 
the rate of case formation increases 
rapidly with a small temperature in- 


AT TEMPERATURE 
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@ A lighting fixture especially 
designed for mounting in recessed 
ceilings is the "Standard" Top-Lite 
illustrated here. Its steel body is fin- 
ished in infra-red baked aluminum 
lacquer. 


(Photo courtesy Swivelier Co., Inc., New York 
3, 4 %:) 


’ 


@ The “Superfan” portable forced- 
air circulator is finished in Hammer- 
tone Moore Tan Alpo baking enamel, 
in two harmonizing shades. 


(Photo court Queen Stove Works, Inc., 
*Kibert Lea, Minn.) 





@ The 1950 Smith-Corona portable 
typewriter features an outside finish of 
beige wrinkle enamel, with chromium 
lated carriage return, type guide, 
ail, and operating levers. Interior 
parts, such as the frame and support- 
ing members, are nickel plated to 
‘sagen rust and facilitate servicing 
providing contrast between the 
slated and black parts . 


(Photo courtesy L. C. Smith & Corona Type- 
writers, Inc., Syracuse 1, N.Y.) 


@ The all-steel food freezer shown 
here is finished inside and out with 
two coats of white baked enamel over 
Bonderized steel. Chromium plated 
hardware and trim add attractiveness 
to the finished product. 


(Photo courtesy Carrier Corp., Syracuse 1, N.Y.) 














PRACTICAL APPLICATIONS 
of Modern Products 
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Flexible Automatic Polishing 
and Buffing Machines Speed 
Automotive Trim Finishing 


ECAUSE of the variety of parts 
that must be processed in a job 
plating shop catering to the automo- 
tive industry, automatic polishing and 
buffing machinery must be not only 
efficient but also highly flexible. Illus- 








a 
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trative of equipment of this type is the 
Acme automatic polishing and buffing 
equipment installed in the plant of 
Advance Plating Company, Inc., De- 
troit, for processing stainless steel re- 
veal moldings and steel bumper guard 
extensions. 

Stainless steel reveal moldings for 
automobile windshields are polished 
and buffed on roller feed units shown 
in Fig. 1, which while not automatic in 


Fig. 1 — An overall 
view of the equipment 
assembled to buff 
stainless steel reveal 


moldings 


Fig. 2—This operator 
is guiding a molding 
carrier under the buff 
during the final buff- 
ing operation. A 
sprocket located op- 
posite the floating 
guide roller shown 
directly below the 
buff meshes with the 
chain on the fixture 
to aid the operator in 
keeping the molding 
properly positioned. 
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the strictest sense of the term, still 
offers advantages not found in the 
usual manual operation. Four venti- 
lated-buff type buffing wheels are em- 
ployed. Moldings are attached firmly 
to chain-drive racks and progress 
around the setup shown, returning 
when completed to the starting point 
so that loading and unloading can be 
accomplished by one operator. Two 
adjustable floating head lathes with V- 
belt drive run the buffs at 3400 r.p.m. 
Two distinct buffing operations are re- 


Fig. 4—This view of 
the automatic polish- 
ing machine shows 
several positions in 
which polishing 
wheels may be 
mounted. Exhaust 
hoods are located as 
near the wheels as 
possible. 
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Fig. 3 — Operator at 
left loads the bumper 
guards on the fixture 
holding platens at- 
tached to the table- 
type polishing con- 
veyor. Another opera- 
tor unloads the pol- 
ished guards into the 
shop truck shown in 
the right foreground 
of the photograph. 


i] 

\) . 
quired, the only difference between 
them being the buffing compound used. 
For the first operation, a cutting op- 
eration, the compound used is not quite 
as dry as the one used for the second 
or coloring operation. Both Bucking- 
ham and Formax stainless steel buffing 
compounds are used. Figure 2 is a 
view of the final coloring operation, 
showing how the molding rack is 
guided between a gear and a cam or 
roller so as to be located properly 
under the buff. 
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Fig. 6—A close-up view of two buff- 
ing heads on the automatic buffing 


machine 
(PRODUCTS FINISHING Statt 
Photos) 


Extension bumper guards 
are polished on a full auto- 
matic horizontal return type 
straight line machine. The 
setup consists of the hori- 
zontal, power-driven con- 
veyor and 14 Acme pedestal- 
mounted buffing heads driv- 
ing polishing wheels adjusted 
to seven different positions. 
Figures 3 and 4 are views of 
the polishing conveyor. Bump- 
er guards, mounted on platens, are 
polished successively by wheels set up 
usually in 120 emery and 150 emery. 
When hot-rolled steel parts are polish- 
ed, it may be necessary to start with 
an 80-emery operation. Mr. Frank 
Tresnan, manager of Advance Plating 
Company, points out that it is more 
efficient to change polishing wheels, 
re-rack the guards, and run them back 
through the machine for the final oil- 
ing-out operation than to extend the 








conveyor and add seven more polishing 
wheels to the line. The Acme polishing 
setup is entirely flexible in this respect; 
the conveyor can be extended or short- 
ened as desired and additional polish- 
ing heads added. Further, the conveyor 
speed is adjustable so that the produc- 
tion rate can be varied as required. For 
the 120-150 emery operation, the con- 
veyor is set at 15 ft./min.; for the oil- 
ing operation it is set at 20 ft./ minute. 
A further flexibility secured with the 
equipment in use 

at Advance is 

that the machines 

can be converted 

from polishing 

machines to buff- 

ing machines as 


Fig. 5—One operator 
both loads and un- 
loads the automatic 
straight line machine. 
Bumper guards in 
center foreground 
have just been load- 
ed. Guard at extreme 
left has just shifted 
around the return end 
in the conveyor and 
is starting back along 
the line of buffs. 


October, 1949 











SOYRER HIGA WAY 
OPENING YODAY 


Start Clean... 


Stay Clean! 


Use Red Label DARCO S-51 
In Your Plating Bath Regularly 
To Get Better Work At Lower Cost! 


Don’t run the risk of wasting the time, labor, and expense involved 
in cleaning work for plating by putting that work into a dirty plating 
bath! Start clean . . . stay clean! Use Darco S-51 to trap the trouble- 
making impurities that ordinary filtration fails to catch. Darco S-51 
absorbs these impurities to its surfaces before they can be deposited 
on the freshly cleaned surface of your work. You get better work at 
lower cost in bright nickel, copper, iron, zinc, cadmium, tin, gold and 
silver solutions. 


Red Label Darco S-51 is especially treated for use in plating—it is 

the only carbon that will meet the benzol-mercury 

‘ eae cia test! Darco S-51 is especially easy to handle . . . to 

pad toned raph wet .. . and to incorporate into a slurry. What is 

final rinse? more, Darco technicians are ready to show you how 

} to make the most of Darco’s advantages. Place an 

order for Red Label Darco S-51 with your regular 

plating supply house today — practically all 

leading suppliers carry it in stock, DO NOT 
ACCEPT SUBSTITUTES. 


DA RCO 


—| Fe] CORPORATION 


aac parco | = “ 60 East 42nd Street, New York 17, N.Y. 
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required by the ever-fluctuating work 
load in the shop. 

Final oiling is performed using 180 
emery set-up wheels and 180 emery 
cake. A sisalin buff is used for the final 
operation. 

Polished bumper guards are cleaned 
and nickel plated, after which they are 
_ returned to the buffing room to be 
buffed on an Acme straight line setup 
similar to that used for polishing. 
Views of this conveyor are shown in 
Figs. 5 and 6. The guards are mounted 
on platens, coated with Buckingham 
liquid buffing composition and buffed 
by eight buffing wheels positioned at 
various angles to reach all significant 
surfaces. Ventilated-type buffs, driven 
at 2200 r.p.m., produce a high color on 
the parts rapidly and efficiently. When 
the return-type straight-line conveyor 
returns the buffed parts to the unload- 
ing position, they are removed and 
transported to the plating room for 
final chromium plating, packing, and 
shipping to the customer’s plant. 


Electric Hoist Equipment 
Speeds Finishing of Air 
Brake Hose Clamps 


HE Union Switch & Signal Com- 

pany utilizes two electric hoists 
to handle 40,000 air brake hose clamps 
per week through finishing operations 
at its new building in Swissvale, Penn- 
sylvania. Railroads use the air brake 
hose clamps between both passenger 
and freight cars. 

One hoist is trolley-mounted on a 
jib which swings to service a caustic 
tank and a tumbler. The other hoist is 
trolley-mounted on an overhead I- 
beam and services sulfuric acid, cold 
water, soda-ash, cold water, cyanide, 
zinc plating, hot water, and steam- 
drying equipment in that order. 

As shown in the accompanying il- 
lustration, the clamps are moved from 
step to step in metal buckets. They 
are first dipped in the alkali cleaning 
tank and then several bucketsful are 


~ 


i eae 


Air brake hose clamps are handled through finishing operations in metal buckets 
with the aid of electric hoists. 
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SLabor- Cost i High - 
Yel an Elta Veloor ht REE 


THERE IS A "HELPER" IN EACH BAR OF TRIPOLI LISTED 
BELOW—A helper for cleaning operations, a hig time 


and labor saver. 


These new compounds contain solubilizing agents to insure 
easy removal in weak alkaline cleaning solutions... Espe- 
cially adapted for use on die cast parts. All surface blemishes 


removed with minimum effort...a high luster easily obtained. 


Write for Samples T-40] 
of these Die Cart 
Grades T-605 


T-607 


REPRESENTATION FROM COAST TO COAST 


“/ée BUCKINGHAM PRODUC 


- 14100 FULLERTON AVE. ¢ DETROIT 27 








dumped into the tumbler and rotated 
at 40 or 50 r.p.m. for a period of 5 
hours to carry off all scale from in- 
dividual clamps. After being put back 
in the buckets, the jib-mounted hoist 
swings them to where they are picked 
up by the I-beam mounted hoist, and 
continued through processing. 

The hoists, products of the Philadel- 
phia Division, Yale & Towne Manufac- 
turing Company, eliminate all manual 
lifting operations and, since the hoists 
are electrically operated, all that is 
necessary to dip the buckets is to push 
a button. Both hoists have bulldog 
type conductor systems to carry cur- 
rent to the hoists. 


Phosphatizing Treatment for 
Transformer Radiators 


NEW phosphatizing installation 
for treating transformer radia- 


tors has been installed at the Pitts- 
burgh Works of the Allis Chalmers 
Mfg. Co. With the new equipment, fin- 
type radiators up to 18 feet in length 
may be given rust-proofing treat- 
ments. The installation is shown in the 
accompanying illustration, and, as 
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may be seen, the movement of the 
radiators is regulated by two men who 
stand at the ends of the tanks and 
manipulate the controls for the han- 
dling equipment. 

The radiators are Bonderized prior 
to a painting operation in order to in- 
hibit corrosion and to increase the ad- 
hesion and durability of the paint 
finish. In the process, each radiator is 
submerged for a predetermined length 
of time in five successive tanks of 
cleaner, hot water rinse, Bonderizing 
solution, cold water rinse, and Par- 
colene rinse. With the exception of the 
solution in the fourth tank, all of the 
solutions are maintained at tempera- 
tures between 170 and 200 deg. F., de- 
pending on the operation. The tank 
solutions are checked every four hours 
in order to assure constant solution 
strengths. 


Corrosion-Resisting Plug Valves. The 
Duriron Co., Inc., Dayton 1, Ohio, is 
offering Bulletin 6386 describing the Type 
A corrosion-resisting plug valve, and 
Bulletins 637 and 6388 describing Type B 
corrosion-resisting plug valves. Features 
of the valves are described by means of 
cutaway illustrations, and dimensions 
of various parts are listed in convenient 
tables. 


The illustration shows 
two men manipulat- 
ing a typical trans- 
former radiator above 
one of the tanks in a 
five-tank Bonderizing 
system. 
(Photo courtesy Allis- 
Chalmers Mtg. Co., 
Milwaukee, Wiscon- 
sin) 
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SAVE ON WHEELS... STEP UP PRODUCTION 


Speeds from 1,500 to 3,000 RPM are instantly avail- 
able with the turn of the dial while the lathe is in 
operation. Polishing and buffing (cut-color-satin) 
can be done on one machine with no delays or 
lost motion. 
The Hammond VRO Variable Speed Polishing Lathe 
definitely will step up production and improve finish. 
Maximum wheel economy is assured, too, because 
ASTER efficient peripheral speed can be maintained at all 
times — wheels can be used right down to the 
flanges before discarding. 


the 
DIAL 
does it 


VARIABLE SPEED 


POLISHING 


AND 


BUFFING 


WRITE FOR CATALOG 
Suane howing all H d polish- 
ing lathes, abrasive belt, ‘‘OD’’ and 








y giac- 
ly sent on request. Write today! 


1622 DOUGLAS AVENUE KALAMAZOO 54, MICHIGAN 
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In this department are presented some of the questions submitted 
by readers together with suggested solutions of the problems 
outlined. 


Question. Do you have in your files 
information on the plating of plastics 
with gold, silver, and so on? G.A.T. 


Answer. A great deal of the work 
on plating of plastics has been done 
by Mr. Harold Narcus, technical di- 
rector, Electrochemical Industries, 
Inc., Worcester, Massachusetts. The 
following information is quoted from 
his paper presented before the 32nd 
Annual Convention of the American 
Electroplaters’ Society: 


“Of the five methods of metal- 
lizing plastic, the more popular 
ones are the varnish-conducting 
powder method and the chemical 
reduction method. The varnish- 
conducting powder method simply 
involves the coating of the plastic 
with a varnish containing a con- 
ducting metal powder of some 
sort. After the varnish has dried 
thoroughly, the object may then 
be electroplated.” 
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Mr. Narcus in this same paper out- 
lines a typical process for plating a 
common plastic material such as cel- 
lulose acetate as follows: 

“Let us assume that the parts 
are small plastic pieces which 
must economically be handled in 
bulk. These parts are first wet- 
tumbled using pumice and water 
or blasted with 220 grain alumi- 
num oxide until the gloss is re- 
moved and a dull sandy finish ap- 
pears on their surfaces. This op- 
eration (wet-tumbling) may take 
1 to 5 hours, depending on the 
shape of the pieces. After thor- 
oughly rinsing these pieces, they 
are cleaned in a cold caustic solu- 
tion (dilute) for a short period. 
The parts are held in an ordinary 
acid-dip pot during this and the 
next operation. After thorough 
rinsing, the parts are treated with 
a stannous chloride-hydrochloric 
acid solution (which is patented) 
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or a ferrous sulfate, hydroquinone 
or pyrogallol solution for a short 
period and then thoroughly rinsed. 


The parts are then placed in 
an inclined rubber bonding barrel 
which has enough water in it to 
cover the volume of the pieces. 
This barrel has ribs on its wall to 
ensure against mass rolling of the 
parts and it revolves about 4 
r.p.m. The proper amcunt of am- 
moniacal silver solution is added 
and then the proper amount of the 
formaldehyde solution. The quan- 
tities used depend upon the square 
inch area of work. The bonding 
treatment requires about !4 hour 

depending on the shape of the 
parts. It may be necessary to re- 
peat the bonding operation. The 
freshly precipitated coating is ca- 
pable of taking other coatings. 

After a suitable silver coating 
is applied, as determined by test- 
ing with an ohmmeter or using a 
flashlight bulb connected in series 
with two test prods and a dry 
cell, the parts are rinsed thor- 
oughly and allowed to dry. A hot 
air oven is recommended if over- 
night drying is not possible. When 
the parts are dry they are placed 
in an acid copper plating barrel 
rotating at about 6 r.p.m. Large 
pieces can be bonded in the same 
manner on wires or racks and 
plated in still tanks. 

The amount of acid copper de- 
posited usually varies from 0.001 
to 0.01 inch in thickness, depend- 
ing on the type of piece being 
plated. The thinner the deposit, 
the better the adhesion. After 
plating, the parts are usually 
bright dipped and tumbled, if in 
bulk, or polished in the case of 
large pieces. The final plate can 
be any desirable metal.” 

For further references on the sub- 
ject of plating on plastics, you might 
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care to consult one of the following: 

H. Narcus, Trans. Electrochem. Soc., 
88, Preprint 5 (1945) 

U.S. Patent No. 2,010,805 (August 13, 
1935) 

U.S. Patent No. 2,063,038 
8, 1936) 

U.S. Patent No. 2,303,871 (Cecember 
1, 1941) 

U.S. Patent No. 2,325,528 (December 
24, 1942) 

U.S. Patent No. 2,355,933 (August 14, 
1944) 

Simond & Ellis. Handbook of Plastics, 
pp. 58-149 (1943) 


(December 
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Question. I am paint dipping steel 
and wood parts which are permitted to 
air dry. I should like to install a drying 
oven to bake finishes on both products 
but have found by testing that while a 
good finish is produced on the steel 
parts at 250 deg. F., the wood parts 
blister at the same temperature. Can 
you give me any information on this 
problem? J.G. 


Answer. As you have found out, you 
can bake paint on steel at 250 deg. F. 
(and for that matter, up to 500 deg. 
F.), but the same temperature will 
cause blistering of the same paint ap- 
plied to wood. 

When paint is applied to wood, the 
solvent is partially absorbed by the 
wood, and in the drying operation care 
must be used to prevent the solvent 
from being driven out of the wood so 
rapidly that it causes blisters in the 
finish. Most wood finishes must be 
baked at temperatures around 150 deg. 
F. Further, the finish should be 
brought up to this temperature very 
slowly over a period of 214 to 3 
minutes. 
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COMPANIES 


Announcement has been made of the 
formation of the RUSTPROOF SIGN 
AND METAL CO., 2408 Texas Ave., 
Houston 3, Tex., headed by Carroll A. 
Sanders, of Texas A & M, in association 
with Edward F. Dawley, formerly asso- 
ciated with Parkerizing, Incorporated of 
Texas. 

The new firm will specialize in the fab- 
rication, treatment, and finishing of traf- 
fic, highway, industrial and advertising 
metal signs, rust-proofed by processes 
patented by the American Chemical 
Paint Company of Ambler, Pennsylvania. 
In addition, the firm will offer consulta- 
tion on corrosion problems as they are 
affected by phosphatizing, chromatizing, 


and chemical rust-proofing, followed by 
synthetic and plastic finishing. 


According to an announcement by D. J 
Richards, vice president in charge of 
sales, the Eastern Sales Division of E. F. 
HOUGHTON & COMPANY has been 
split into two sections: Eastern Sales 
North, which will include New England 
and New York State, and Eastern Sales 
South, including Pennyslvania, New 
Jersey, and Delaware. Orum R. Kerst 
will head the north section and J. R. 
Clendenning will take over the south. 

A. C. Smith, former assistant to the 
eastern sales manager, has been pro- 
moted to the newly created post of sales 
coordinator for the two sections. 
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This scene records a 
milestone in the his- 
tory of The Egyptian 
Lacquer Manufactur- 
ing Company. The 
picture shows the 
first shipment of fin- 
ishing materials leav- 
ing Egyptian’s new 
midwestern plant in 
Lafayette, Indiana, 
early this summer 
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‘*‘Finishes_ for 
Industrial Prod - 
ucts’’ was the sub- 
ject of a lecture 
given recently by 
M: EH: Corbin. 
president of 
STANDARD VAR- 
NISH WORKS, 
New York, before 
a group of design- 
ers and engineers 
gathered for the 
Industrial Design 
Seminar at Lehigh 
University, Bethle- 
hem, Pennsyl- 
vania.. Mr. Corbin 
was assisted in his 
presentation by 
Carl Bauer, indus- 


M. H. Corbin 


trial sales manager. 

Mr. Corbin and Mr. Bauer centered 
their remarks and illustrative material 
about the importance of the selection of 
the proper type of finish for each in- 
dividual industrial application. Use was 
made during the lecture of quantities of 
panels, each coated with a finish devel- 
oped in the Standard Varnish Works 
laboratories for specific production proj- 
ects. 


On August 21 the Atlas Research Lab- 
oratories were dedicated at Mertztown, 
Pennsylvania, as a memorial to the late 


Fig. 1—Unveiling of the Maximillian F. Wirtz 


right, George L. 
Arthur F. Wirtz, 
grandsons of the 
Dorr, 


Memorial Plaque. Left to 
Wirtz, Sr., son of the founder; 
Jr., and George L. Wirtz, Jr., 
founder; and Mrs. Bernardine Wirtz 
widow of the founder. 
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Maximillian F. Wirtz, who founded THE 
ATLAS MINERAL PRODUCTS CO., in 
1892. The ceremony was featured by the 
unveiling of a plaque in memory of the 
founder by his widow. 

The new laboratories are housed in a 
two-story brick building with over 5,000 
square feet of floor space. A modern li- 
brary and research administration office 
occupy part of the second floor. The lab- 
oratories are staffed by twelve chemists 
and technicians under the direction of 


Fig. 2—Part of the staff of the Atlas Laborator- 
ies. Front row, left to tight, George Gabriel, 
Joseph Dahle, director of research, James Fry. 
Second row, Carl DeLong, Willard Lantz, 
Walter Pascoe, William Rutter, Clifford Rein- 
ert, Richard Merkel, Carl Romig. Dr. Raymond 
B. Seymour, technical director, and Earl Erich 
were absent. 


Seymour, technical di- 
research direc- 


Dr. Raymond B. 
rector, and Joseph Dahle, 
tor. 


SOLVENTS RECOVERY SERVICE, 
INC., formerly at 1019 Broad St., Newark, 
N. J., has moved its main office to 101 
Central Ave., Westfield, New Jersey. 


who has represented 
manufacturer of 


Alfred W. Smart, 
Peters-Daiton,  Ine., 
Hydro-Whirl paint finishing systems, 
and Allied Steel and Conveyors, Inc., 
both of Detroit, Michigan, announces the 
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formation of a new corporation, FINISH- 
ING SYSTEMS, INU. This corporation 
will continue to represent both com- 
panies exclusively throughout the East 
and will also add such items as spray 
finishing and quality control equipment, 
paint circulating systems, and other as- 
sociated items to complete a full line of 
equipment for the organic finishing room. 

Finishing Systems, Inc. will soon start 
construction of a building in Mineola, 
New York, which will include a testing 
laboratory. 


To provide customers with the kind 
and degree of cleaning desired at lowest 
possible cost, the DETREX CORP., De- 
troit 32, Mich., has established a consult- 
ing arrangement whereby industrial 
product engineering, estimating, quota- 
tions, orders, and customer field service 
are combined in the Equipment Division 
under the direction of T. J. Kearney, 
chief engineer. This setup provides for 
direct exchange of information with the 
research and development department, 
and makes complete and latest cleaning 
data immediately available for applica- 
tion to all field problems. 

Mr. Kearney, who reports to W. F. 
Newbery, director of sales, has appointed 
S. G. Lakatos in charge of quotations 
and orders, and H. S. Tweedy to head 
the active field service. 


A-ZED, INC., 80 
E. Jackson Blvd., 
Chicago 4 OL, 
jointly owned by 
Poor & Company, 
Chicago, and the 
Acme _ Steel Co., 
Riverdale, Ill., has 
recently been 
formed to engage 
in the research, 
manufacture, and 
sale of products 
and processes for 
all phases of the 
application and 
secondary treat- 
ment of zinc sur- 
faces. The com- 
pany will serve 
zine electroplaters, 
hot dip galvanizers, and zine base die 
cast manufacturers and finishers. 

Officers of the new corporation are: 
president, F. A. Poor; vice-presidents, C. 
S. Traer, C. J. Sharp, and A. E. Chester; 
vice president and treasurer, P. W. 


Ralph R. Jenkins 
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Moore; secretary, P. W. Moore, Jr.; and 
general manager, Ralph R. Jenkins. 


NEW POS on 


The Electric 
Products Co., 
Cleveland, Ohio, 
has appointed J. 
R. WILLIAMS as 
district manager of 
its Chicago, Illi- 
nois’ office. For- 
merly associated 
with the General 
Electric Company 
in Philadel- 
phia, Mr. Williams 
is a graduate elec- 
trical engineer 
from the Univer- 
sity of Illinois and 
has had a wide in- 
dustrial back- 
ground. 

Also appointed 
were HARRY J. FISHER ASSOCIATES, 
with offices in Cleveland and Cuyahoga 
Falls, who will cover most of Ohio and 
the panhandle of West Virginia. 


J. R. Williams 


J. P. MOLIS, formerly district man- 
ager of the industrial maintenance de- 
partment of the Diversey Corporation, 
has been named promotional manager of 
the newly formed maintenance depart- 
ment. 

Mr. Molis joined Diversey 3% years 
ago as a field service representative in 
the industrial maintenance department. 


WILLIAM C. HOWARD, JR. and 
WALTER E. FOREMAN have been ap- 
pointed field engineers by the Norton Co., 
Worcester 6, Mass., according to an an- 
nouncement by Ralph M. Johnson, vice 
president in charge of sales. 

Mr. Howard graduated from Worcester 
Polytechnic Institute in 1948 and recently 
completed his sales training course. He 
will report to Ronald W. Price, man- 
ager of District 2 (comprising the State 
of Connecticut) with headquaters in 
Hartford. 

Mr. Foreman, until recently a member 
of the Norton Company sales engineering 
department at the Worcester plant, will 
report to Fred P. Hays, district man- 
ager in the Cleveland area. 
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New 
Combustion 
Safeguard 


FACTORY MUTUAL 


APPROVED 





BRISTOL ELECTRONIC PYROTROL 


for gas-fired appliances 


¢ 
This new Bristol instrument (1) makes it impossible 
to light gas appliances under unsafe conditions and 
(2) shuts down the appliance promptly if an unsafe 
condition develops during operation 


A Combination of Features Found in No 
Other Combustion Safeguard 


(1) No special tubes needed. You can get replace- 
ments in any radio store. 

(2) No special electrode cable needed. For lengths up 
to 15 feet between electrode and Pyrotrol, use easily- 
obtainable BX flexible cable. Commercially available 
coaxial cable used for longer lengths. 

(3) You save on erternal wiring. Power to operate 
main valve, pilot valve and ignition transformer sup- 
plied from Pyrotrol terminals. 

(4) Protects against unsafe start. Safe-start relay 
prevents gas flow upon lighting off, should there be a 
leakage path in the electrode head or electrode cable 
of resistance value within normal flame operating 
range ora short circuit between electrode and ground. 

(5) Protects against tube failure. Will shut down 
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entire combustion system on loss of emission from 
any electron tube section. 

6) No unnecessary shutdowns. Prevents gas shut- 
off, in accordance with accepted insurance company 
standards, due to momentary flame flicker. 

(7) Unaffected by dust. Completely dust-proof 

Write for Bulletin W1816. THE BRISTOL COM- 
PANY, 108 Bristol Road, Waterbury 91, Conn. (The 
Bristol Co. of Canada, Ltd., Toronto, Ont.; Bristol’s 
Instrument Co., Ltd., Lynch Lane, Weymouth, 
Dorset, England.) 


BRISTOL 


Gives You the Most 
from Heat 





AUTOMATIC CONTROLLING, RECORDING AND TELEMETERING INSTRUMENTS 
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Cc. D. Clawson, president of Ferro 
Enamel Corp., Cleveland, Ohio, has an- 
nounced the promotions of GLENN A. 
HUTT and GENE L. BRUTON. Mr. 


Glenn A. Hutt, Gene L. Bruton 


Hutt, who has been general sales man- 
ager, will be assistant to the president, 
and Mr. Bruton moves from the position 
of assistant sales manager to sales man- 
ager. 

A graduate of Ohio State University, 
Mr. Hutt joined Ferro in 1935. Mr. Bruton 
joined the company in 1936, and is a 
graduate of the University of Illinois. 


Announcement of D. E. WILLIARD’S 
appointment as manager of industrial 
cleaning equipment and chemical sales 
for the central region of the U. S. for 
Detrex Corp., Detroit 32, Mich., has been 
made by W. F. Newbery, director of 
sales. 

Mr. Williard has been with Detrex for 
over 15 years and has had wide experi- 
ence in various sales, service, and pro- 
duction phases of the company’s busi- 
ness. He is an expert on modern metal 
cleaning and finishing practices, and has 
been a key figure in the development of 
solvent vapor degreasing, as well as al- 
kali and emulsion cleaning. 


Appointment of PHILIP HEIBERGER 
as senior lacquer chemist of the Stam- 
ford, Connecticut branch has been an- 
nounced by G. B. Work, general manager 
of the Atlas Powder Company, Industrial 
Finishes Department. 

Mr. Heiberger was formerly with R. L. 
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Evans Associates and a large eastern 
manufacturer of industrial finishes. He 
is a graduate of Brooklyn Polytechnic 
Institute and holds an M.A. degree in 
chemistry from Cornell University. 


Appointment of GEORGE V. WISE as 
advertising manager of The H. B. Davis 
Co., Baltimore 30, Md., has been an- 
nounced by H. Braith Davis, president. 

Mr. Wise formerly was sales promo- 
tional manager and succeeds C. Carroll 
Cooper as advertising manager. In his 
new position he will be responsible for 
all phases of advertising for The H. B. 
Davis Company and its subsidiaries. 


T. MAX STANGER has been appoint- 
ed to the sales staff of the American 
Wheelabrator and Equipment Corp., 
Mishawaka, Ind., and he will have his 
headquarters at the newly established 
Salt Lake City office. 

Before joining the company two years 
ago as a member of the service engineer- 
ing staff, Mr. Stanger was associated 
with the American Foundry and Machine 
Company and with the Pacific Bell Tele- 
phone Company. 


Wilfred S. Mc- 
Keon, president of 
Sulphur Products 
Co., Inc., Greens- 
burg, Pa., has an- 
nounced _— that 
LOUIS J. CAMILL 
of Detroit has been 
appointed as 
a manufacturer’s 
agent, represent- 
ing Sulphur Prod- 
ucts Company in 
the Detroit area. 

Mr. Camill has 
had considerable 
technical and prac- 
tical experience in 
finishing, particu- 
larly in the field of 
zinc plating. 


Louis J. Camill 


B. D. BRUCE has been transferred 
from the research division to the service 
staff of the Chicago Vitreous Enamel 
Product Company, it has been an- 
nounced. 
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Even non-explosive dusts are dangerous to health 
and working efficiency... Eliminate them with 


_— DUST COLLECTORS 


TORIT Dust Collectors trap dust at its source and recirculate 

the cleaned air. Made in self-contained units, they require no 
extensive piping and may be moved to fit new 
production layouts as needed. 


Economical and efficient, TORIT Dust Collectors 

range in size from “3 HP to 3 HP. Models for 
all standard grinding, polishing 
and cut-off machines are avail- 
able for quick delivery. For 
details and the latest Torit cata- 
log, write: 


TORIT 


MANUFACTURING CO. 
314 Walnut St. - St. Paul 2, Minn. 
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A graduate of the University of Illi- 
nois, Mr. Bruce has been associated with 
Chicago Vit since 1937. 


GEORGE E. DRESSER, manager of 
Hardware-Automotive Sales for The 
Carborundum. Co., Niagara Falls, N. Y., 
since 1920, has retired after 42 years’ ser- 
vice on the company’s sales force. Well- 
known in the hardware and automotive 
trades from coast to coast, he has served 
on important trade committees and has 
been interested in the activities of many 
of the organizations in these fields. 

Succeeding Mr. Dresser is CHARLES 
W. SPRENGER, who was manager of 
Carborundum’s New York office from 
March 1944 until he was appointed as- 
sistant manager of Hardware-Automo- 
tive Sales in July 1947. 

L. P. MERCER, formerly manager of 
the Sales Training Department, has been 
selected as assistant manager. 


L. Camel, sales manager of the Indus- 
trial Division of the Detrex Corp., De- 
troit 32, Mich., has announced the ap- 
pointment of W. H. WEBB and ALAN 
HARRIS, specialists on alkali and emul- 
sion cleaning. 

W. H. Webb, who has had many 
years of experience with Detrex in an- 
alyzing specialized cleaning applications, 
has been placed in charge of the alkali 
and emulsion phases of sales, service, 
and consultation in Central United 
States. 

Alan Harris, who has been concentrat- 
ing his efforts on the field development 
work of Detrex cleaning compounds, will 
serve the metal industry in the Detroit 
area. 
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G. E. Dresser, C. W. Spren- 
ger, L. P. Mercer 


The appointment of J. 

W. BRITTON as head of 

the new Technical Ser- 

vice Division of Surface 

Chemicals, Inc., research 

and manufactur- 

ing chemists, has been 

announced by Charles 

Groff, technical director. 

He will work with indus- 

trial and commercial 

users in the application 

of new products being developed in 

the company’s laboratories at McKees 
Rocks, Pennyslvania. 


Maneely Chemical Co., Philadelphia, 
Pa., has announced the appointment of 
MORGAN JONES as superintendent of 
the Wheatland, Pennsylvania plant. Mr. 
Jones comes to the Maneely Chemical 
Company directly from the Calco Chem- 
ical Division of American Cyanamid 
Company at Marietta, Ohio, where he 
has been production superintendent since 
1945. 


Turco Products, Inc., manufacturer of 
industrial cleaning compounds, have an- 
nounced the appointment of F. E. 
WARNES as director of sales promotion. 

Prior to this assignment, Warnes held 
the position of sales supervisor for the 
seven states of the Pacific Northwest. 


2OCTETIES 


From October 17 to 21 the AMERICAN 
GAS ASSOCIATION will sponsor a com- 
bined exhibit of industrial gas equip- 
ment at the National Metal Exposition, 
Public Auditorium, Cleveland, Ohio. The 
12th Annual Industrial Gas Breakfast 
will be held Tuesday morning at the Hol- 
lenden Hotel. Speaker will be E. L. 
Shaner, Editor-in-Chief of ‘‘Steel.’’ 

Running concurrently with the Metal 
Show will be the A.G.A. Annual Conven- 
tion in Chicago. The formal luncheon and 
session of the Industrial and Commercial 
yas Section will be held on Wednesday, 
October 19. 
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BONDERITE x eile cnchoc 


HOLDS PAINT TO METAL 


After the paint’s on, you can’t see it. But the presence of that tight Bonderite layer under 
the paint means greater durability, longer life, and lasting good looks for the finish. 
Bonderite acts in these three ways to protect and preserve paint finishes: 


1. It anchors the paint. 
It resists rust and corrosion. 


It prevents the spread of paint failure around scratches and accidental 
breaks in the paint. 


px 
3. 


Because of its proved effectiveness and the ease and economy of the treatment for metal 
surfaces, Bonderite is used on thousands of quality products. 


To add quality to your product, use Bonderite, the invisible anchor for fine paint finishes. 
Full information at once on request. 





Bonderite, Parco, Parco Lubrite—Reg. U.S. Pat. Off. 


a 


= PARKER RUST PROOF COMPANY 
oom, 2472 East Milwaukee Ave. 
Tp, Detroit 11, Michigad ns 


BONDERITE—Corrosion Resistant Paint Base PARCO COMPOUND—Rust Resistant 
PARCO LUBRITE—Wear Resistant fer Friction Surfaces 
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Spray Washing and Pickling 
Machine 


A completely enclosed washing and 
pickling machine which is said to reduce 
pickling time to less than one-third and 
to permit vast reductions in the volume 
of processing solutions has been an- 
nounced by The R. C. Mahon Co., Detroit 
11, Mich. The new Mahon Hydro-Her- 
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EQUIPMEN 
e MATERIALS 
e PROCESSES 


metic Seal makes possible this advance 

in equipment for the preparation of metal 

surfaces for porcelain enameling. The 

process is continuous through all opera- 

tions: emulsion cleaning, clear water 

rinse, alkali cleaning, three-stage water 

rinse, sulfuric acid bath, acid water 

rinse, nickel sulfate bath, sodium cyna- 

nide neutralizer, borax neutralizer rinse, 
and hot air dry-off. 

Tanks and tunnel housing are of mild 

steel throughout except in areas where 

corrosive mate- 

rials are in contact 

or fumes prevalent. 

In these areas, 

steel is lined with 

lead or rubber, or 

Monel metal is em- 

ployed. The mono- 

rail conveyor, 

which operates in 

the open above the 

machine, is fitted 

with Monel adapt- 

ers which are the 

load-carrying me- 

dium that passes 

through the Hy- 

dro-Hermetic Seal. 

Thus, no spray or 

fumes can escape 

or work up the 

adapters to dam- 

age the conveyor. 

Advantages 

claimed for the 

the unit are: the 


Spray Washing and 
Pickling Machine 
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top of the machine is sealed through- 
out its entire length, greatly increasing 
processing efficiency in each stage; loss 
of active chemical fumes is prevented; 
ventilating requirements are reduced to 
a minimum; and the necessity for a tre- 
mendous intake of air through an open 
conveyor slot is eliminated. 





Unichrome Plastisols 
and Organosols 


Rubber-like plastic materials, which 
are said to possess many chemical prop- 
erties lacking in both natural and syn- 
thetic rubbers, have been developed re- 
cently by the Organic Coatings Division, 
United Chromium, Incorporated, 51 E. 
42nd St., New York 17, N. Y. Known as 
Unichrome Plastisol and Organosol Com- 
pounds, their advantages include out- 
standing resistance to a wide variety of 
chemicals and corrosives; excellent re- 
sistance to mechanical abuse, such as 
abrasion; high dielectric strength; and 
easy handling. 

Unichrome Plastisols and Organosols 
are delivered in paste-like form and can 
be molded or applied as coatings to 
metal, fabric, or paper by dipping, spray- 
ing, or brushing. After baking at about 
350 deg. F. for 20 to 30 minutes, the ma- 
terials set and take on a rubber-like ap- 
pearance. The cured compounds are said 
to resist acids, alkalies, salt solutions, 
oils, gasoline, greases, industrial oxid- 
ants, and a number of other types of 
chemicals and products normally corro- 
sive to rubber. With just a single appli- 
cation they can be applied in thickness 
from 3/1000 to 4 inch. 


Binks No. UC 240 Underbody 
Coating Pump 


Product of the Binks Manufacturing 
Co., 3118-40 Carroll Ave., Chicago 12, IIl., 
the Binks No. UC 240 is a lightweight 
air-driven pump which attaches quickly 
and easily to any standard 55-gallon 
drum. Dual material pistons provide 
surge-free delivery of material at a rate 
up to 5% gallons per minute. The mate- 
rial is carried directly to the spray gun 
through a standard %-inch material 
hose. 

The pump handles materials of light or 
heavy viscosity with equal ease, the 
manufacturer states, and makes possible 
faster spraying of thick underbody coat- 
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ings. The material is delivered to the 
spray gun at four times the applied air 
pressure, assuring faster, more even 
flow. A standard two-regulator control 
permits precise regulation of both mate- 
rial and atomizing pressure. 

Binks 7E1 spray gun, which is espe- 
cially designed for the application of 
underbody and other heavy coatings, is 


Binks No. UC 240 Underbody Coating Pump 
mounted on 55-gallon drum 


recommended for use with this unit. The 
pump is available by itself or as a part 
of a complete outfit. 


Drying Recorder 


A device for precise measurement of 
drying time of any paint, varnish, lac- 
quer, or enamel product has been intro- 
duced by Reichhold Chemicals, Inc., De- 
troit 20, Michigan. 

The machine is small and compact 
(944 x 181% x 34% inches) and may be used 
inside a cabinet to which auxiliary ap- 
paratus has been attached for the pur- 
pose of varying the temperature, humid- 
ity, light, and atmosphere under which 
drying takes place. Further, the instru- 
ment is said to be just as accurate when 
used in a vertical or inclined plane as it 
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is when used in a horizontal plane. This 
provides greater latitude in testing pro- 
cedures. 

To measure drying time on the device, 
a film of the surface coating material 
to be tested is applied to a steel testing 
strip *; x 1 x 12 inches which is placed 
on the table of the instrument. Six of 
these strips may be tested at one time. 
On each strip containing material to be 
tested a suitably spaced hemispheric 
needle is brought to bear by means of 
a movable carrier to which an indicator 
is attached. After the indicator is 
brought to the zero mark on the appro- 
priate scale, an electric synchronous mo- 
tor draws the carriage and the needles 
along the length of the strips, making 
tracks in the films being evaluated. 
Through the use of a 3-speed gearbox, 
the total travel of the 
needles can be made to 
occur in 8, 16, or 24 hours 
so that the drying times 
of quick-drying and slow- 
drying materials may be 
determined. Three scales 
are provided correspond- 
ing with the speed of 
travel of the needles upon 
which the length of track 
may be read in terms of 
time. 

The drying recorder not 
only records different 
stages of the drying proc- 
ess corresponding to (a) 
thickening of film due to 
loss of solvent or oxida- 
tion, (b) gelation of the 
film or change from sol to 
gel structure, and (c) 
final hardening of the 
film; but also provides in- 


STEAM COIL FOR 
HEATING SOLUTION 


Hopkins ‘‘Dip-O-Matic’’ 
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Drying Recorder 


formation on other 
properties of the 
film, such as adhe- 
sion, through dry- 
ing, and tendency 
to wrinkle. 

In addition to the 
data which may be 
readfromthe 
instrument, the 
strips upon which 

tracks have been made constitute a 
permanent record of the drying test. 


Hopkins “Dip-O-Matic” 


The ‘‘Dip-O-Matic,”’ a completely auto- 
matic dip tank for fast and thorough 
cleaning of metal parts, has been mar- 
keted by the Hopkins Equipment Co., 
66 Maple Ave., Hatfield, Pa. A three-way 
finger-tip control air valve automatically 
lowers and raises a specially designed 
basket into the solution, thus eliminating 
all manual labor in the operation. 

Metal cleaning action is two-fold. Agi- 
tated solution action actively washes 
parts and releases stubborn dirt and 
grease that will not soak clean. There 





THREE-WAY AUTOMATIC 
CONTROL VALVE 


AIR CYLINDER 
FOR LIFTING BASKET 


AIR LINE FOR 
AGITATING SOLUTION 
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Cambridge Firvatth 


/ 
ECONOMY \/ 


DURABILITY 


Speed, continuous production, and lower handling costs 
are the features of this Cambridge Roller Chain Belt for 
tumbling metal parts. Open mesh permits free drainage. 








Whether your products are treated with heat, 
cold or corrosive agents, you can get a faster, 
more economical output by combining process- 
ing with product movement on a Cambridge 
woven wire conveyor belt. 

SPEED—because the moving belt permits con- 
tinuous treatment, ends time-wasting machine 
stops. 

ECONOMY—because the belt reduces manual 
handling. In most cases one loader is adequate 
to feed the belt. 

DURABILITY—because the wire belt for your par- 
ticular installation is made frorn the specific 
metal or alloy to the mesh or weave best suited 
to your requirements. 

Call in your Cambridge Field Engineer when- 
ever you have a problem combining movement 
with processing. 


FREE! 130 pages of illustrated data on Cambridge belts. Gives design, \ 
application, installation data. Write today on your letterhead. 


Wire cloth Also specialized 
: . ‘ ; Cambridge 10, 
in rolls. wire fabrications Maryland 
OFFICES IN PRINCIPAL INDUSTRIAL CITIES 
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are no motors, pumps, or gears to wear 
out. Steam heat maintains the cleaning 
solvent at the proper temperature. Cold 
solutions may also be used. Automatic 
temperature controls are optional. 


Aeroil Mixing Tank 


Designed for melting and dispensing 
transformer, battery, and other filler 
compounds requiring mechanical agita- 
tion, an electrically-fired indirectly- 
heated tank has been introduced by the 
Aeroil Products Co., Inc., Wesley St., 
South Hackensack, New Jersey. 

Constructed on the ‘‘double_ boiler’’ 
principle, the 25-gallon tank contains a 
series of heating tubes in the melting 
compartment to facilitate high speed 
uniform melting. The heat from four 
immersion type elements (two 4.5 kw. 
and two 3.5 kw.) is transmitted from 
the oil bath compartment to the melting 
compartment. The temperature of the 
oil may be controlled thermostatically at 
any point between 550 and 1000 deg. F. 
The dispensing valve is also heated by 
the hot circulating oil. 

The unit is available completely insul- 
ated on all sides, bottom, and removable 
cover, and is fitted with mounting brack- 
ets which permit installation at any de- 
sirable working height. 


Aeroil Mixing Tank 
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Bristol Electronic Pyrotrol 


The Bristol Co., Waterbury 91, Conn., 
has developed its Electronic Pyrotrol 
which protects gas-fired furnaces, ovens, 


Bristol Electronic Pyrotrol 


kilns, boilers, dryers, kettles, and other 
similar industrial heating equipment 
from danger of gas explosions during 
ignition, operation, and shutoff. 

According to the manufacturer, the 
Electronic Pyrotrol performs all of the 
operations of lighting a gas appliance 
that are recommended for absolute 
safety. If the normal operation fails at 
any step, the lighting cycle stops and 
closes any valve that has been opened. 
If, at any time the power supply should 
fail, the entire system is shut down in a 
safe manner. The safeguard shuts off all 
gas, lights signal, sounds alarm, and 
makes relighting impossible if any tube 
or relay in the instrument fails to func- 
tion in its normal manner. 


True Insulator 


Offered by True Brite Chemical Prod- 
ucts Co., P.O. Box 31S, Oakville, Conn., 
the True Insulator is especially designed 
to provide the maximum of protection to 
a plating tank from grounds and shorts, 
by insulating steam and water coils from 
power leaks outside the tank. 

The True Insulator is built with rugged 
male-threaded fittings on each end of a 
hexagon-shaped coupling for easy and 
fast installation to any water or steam 
line. Genuine rayon braid steam hose, 
which is covered inside and out with rub- 
ber, provides insulation and long life 
with sufficient flexibility to permit at- 
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For 
Mass Production 
Precision 
De-Burring 


Produces Finer Finishes! 


Saves Man-Hours of Hand Labor! 
HU PP’S FRE 5 ® Globe Burr-Rite Senior—the latest advancement 


: : in precision de-burring—finishes ferrous or non- 
Experimental Service ferrous parts and die-castings better and at lower 
Hupp’s Experimental Engi- Cost. When desired, double or triple compartments 
neering Laboratory will show permit de-burring and polishing at the same time. 
you how to cut finishing costs. Larger, quick-opening aluminum doors and new 
Send samples of partstobe hoist pan assure speedy loading and unloading. 


processed along with finished ° : a 
part. There’s no charge or “tite for specifications sheet. 


obligation. Hupp Manufactures a Complete Line of 
Tumbling Barrels and De-Burring Machines 


Dependable for 47 Years 


HU; PP GUBPO REP LOY 


GLOBE STAMPING DIVISION. 
1250 WEST Té6th STREET © CLEVELAND 2, OHIO 


SERIE OEE ST EY STR EE Ua 
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tachment even on connections which are 
slightly out of line. The couplings have 
a permanent grip on the rubber which 


True Insulator 


will not cut or bulge even when used with . 


high pressure steam or with repeated 
cycles of steam and water, it is claimed. 

The True Insulator has been pre-tested 
for use on any steam line with up to 40 
lb. steam pressure or 125 lb. water pres- 
sure. 


MorService Drum Cradle Truck 


Incorporating fulcrum action at two 
points on a straight rocker, the new 
MorService Drum Cradle Truck, manu- 
factured by Morse Mfg. Co., Inc., Syra- 
cuse 2, N. Y., enables one man to easily 
and safely handle drum loads up to 500 
ib. The straight rocker feature enables 
operator to position nose of the truck 
close to bottom chime of drum where 
truck stands upright alone, permitting 
operator to roll the drum over safety 
catch located on the nosepiece. Drum 
and truck are then tilted as one unit to 
horizontal draining position with little 
effort and absolute safety aided by 2- 
point fulcrum action, it is claimed. 

Equipped for portability with large 3- 
inch diameter wheels mounted on extra 
strong %-inch di- 
ameter axles, the 
truck is construct- 
ed of high grade 
angle iron, elec- 
trically welded 
for maximum 
strength, and at- 
tractively finished 
in red, rust-resist- 
ant enamel. A tip- 
ping lever may be 
used with the truck 
for exceptionally 
heavy loads. 


MorService Drum 
Cradle Truck in Posi- 
tion for Loading 
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Flame Failure Safeguards for 


Combination Gas-Oil Burners 

Combustion Control Corp., 77 Broad- 
way, Cambridge 42, Mass., has announced 
the availability of Fireye Flame Failure 
Safeguards and Programming Systems 
to facilitate the combination of gas-oil 
burners with complete safety and a min- 
imum of electrical and mechanical ad- 
justment when changing from the prin- 
cipal fuel to the stand-by fuel. 

With heavy oil as the main fuel and 
gas as a stand-by, Fireye System FF-2 
is used. This consists of Photoelectric 
Scanner Type 45PH5, Plame Rod Type 
45JP1, and the Programming Control 
Type 24PJ8. When the system is used on 
heavy oil, the electronic rod monitors the 
gas pilot flame, thus preventing the main 
fuel valve from opening until flame is 
established. The photoelectric scanner 
monitors the main oil flame, turning off 
the entire system in case of flame fail- 
ure. The programming control automat- 
ically starts the burner in operation and 
programs the sequence of oil valve delay, 
post-ignition timing, and priming period. 

When the installation is converted to 
gas, the electronic rod monitors the con- 
tinuous gas pilot flame and the program- 
ming control programs fuel and ignition 
systems. A simple switching means is all 
that is required for the change-over from 
oil to gas. 

With gas as the main fuel and light oil 
as the stand-by, Electronic Rod Type 
24JQ1 and Control Type 24QJ5 (Fireye 
System FF-6) are used. With either gas 
or oil as a fuel, the electronic rod moni- 
tors the continuous gas pilot, providing 
through the control instantaneous safety 
shutdown of the main flame on pilot 








To cut costs on 
buffing Costume 


Jewelry. 


Perfect finish with 

86/93 count spe- 

cially treated loose 
buffs. 


WILLIAMSVILLE BUFF DIVISION 


The/Bulland Clark Compan y 
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Flame Failure Safeguards for Combination 


Gas-Oil Burners 


flame failure. Monitoring operations on 
gas and light oil are identical and no 
wiring changes are required on change- 
over. 


Alkalinity Test Paper Set 

A compact kit consisting of three vials 
of selected indicator papers which will 
quickly show whether the alkalinity of a 
solution is due to caustic, carbonate, or 
bicarbonate has been developed by the 
LaMotte Chemical Products Co., Tow- 
son, Md. The set is recommended for use 
in chemical manufacturing, power plants, 
process industries, and any place where 
it is necessary to control the alkalinity 
of treated water. 


Antaron Compounds 


Five anionic foaming detergents, 
known as the Antarons, have been added 
to the list of Antara Products, General 
Aniline & Film Corp., 444 Madison Ave., 
New York, N. Y., manufacturer of deter- 
gents, wetting, and dispersing agents. 

The anionics are alkyl amide sulfo- 
nates and are companion products to An- 
tara’s non-ionic Antarox series, the aro- 
matic and aliphatic polyglycol esters and 
ethers. Like the Antaroxes, the Antarons 
are designated by number, each having 
different characteristics and properties. 

Antaron N-185 is a product which 
comes as a buff-white powder with a 
slightly sweet odor. This product is solu- 
ble in water, hard water, and moderately 
soluble in electrolyte solutions. It is also 
stable in acid solutions, alkaline solu- 
tions, metal ions, boiling water, and 
on storage. The greatest application for 
Antaron N-185 is in the prevention of 
curd formation of 2.4-D amine salts in 
hard water. It may also be used in metal 
cleaning such as a steel pickling bath 
assistant, foamer, and dispersant for 
metal salt precipitates, and in neutral or 
alkaline metal degreasing. 
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Antaron L-114 is a light yellow gel, 
and is stable in acids, alkali, hard water, 
metal ions, boiling water and on storage. 
It is also soluble in water and hard water 
and is moderately soluble in electrolyte 
solutions and ethanol. Antaron L-114 may 
be used in most of the places that Antaron 
N-185 is used, except in the dispersing of 
2.4-D amine salts in hard water. 

Antaron R-275 comes as grey-white 
powder, and is stable in hard water, 
metal ions, boiling water, and on storage. 
It is also soluble in water, hard water, 
and electrolyte solutions. It may be used 
in metal cleaning with Antarox A-180 for 
non-alkaline metal degreasing. 


Interchemical Rotational 


Viscometer 


Completely redesigned, with all oper- 
ating parts within one housing, the Inter- 
chemical Rotational Viscometer is now 
being offered by the Precision Scientific 
Co., 3737 W. Cortland St., Chicago 47, Il. 
The housing table top contains controls 
and dials within easy reach of the oper- 
ator, thus making the apparatus sim- 
pler to manipulate. 

The viscometer has a broad utility and 
will provide complete data on the flow 
properties of greases, paints, printing 


Interchemical Rotational Viscometer 
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AKA AAA, 
IN START withax-p een! 


for a FAST FINISH 


Korb-Pettit Spiral Woven Wire Conveyor Belts are fabricated 
in suitable metals and mesh sizes for baking, conditioning, heat 
treating, material-handling, processing and washing. Particu- 
larly well adapted to conditions where drainage and the free 
circulation of air are required. K-P Flextrough Belts with 
flanged edges prevent the escape of small parts. Side chains 
can be provided for sprocket drive. 





K-P Spiral Woven Wire Conveyor Belts increase production 
and sting the maintenance bill at the same time because they 
are backed by superior engineering skill and the accumulated 
experience of many years. 


Consult with the K-P district sales office or write direct. 
Korb-Pettit Wire Fabrics and Iron Works Inc., 1509 North 
Mascher Street, Philadelphia 22, Pa. 


Korb-Pettit Spiral Woven Wire Conveyor 
Belts 


; Wire mesh, Spiral Woven Wire Conveyor 
< Belts, Infra-Red Conveyor Dryers, Leather 
Finishing and Drying Machines, Complete j 


// 
\ SS eee ’ 
KAKA 
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inks, plastics, adhesives, and many 
other similar industrial products, the 
company states. It produces consistency 
curves in place of single point measure- 
ments. 

The Interchemical Rotational Visco- 
meter consists essentially of a rotating 
sample cup and a stationary bob im- 
mersed in it. When the cup is rotated, 
the viscous drag on the bob is imposed 
on a coiled spring which is twisted 
through an angle measured on a Cali- 
brated disk. The speed of cup rotation 
can be varied from 10 to 400 r.p.m. in 
steps of 10 r.p.m. with the G-E Thy-Mo- 
Trol drive. 


Bristol Series 500 Controller 

Equipped with calibrated control ac- 
tions, a controller for automatically con- 
trolling temperature, pressure, flow, 
liquid level, humidity, and pH value has 
been announced by The Bristol Co., 108 
Bristol Rd., Waterbury 91, Conn. Reset 
rate, derivative time, and proportional 
band adjustments are accurately cali- 
rated and reproducible. 

According to the manufacturer, the 
controller has only one service adjust- 


HOLLAND SAYS: 


DEBURRING 
WILL CUT 
GRINDING 

cosTs 


Motor Driven Tilt- 
ing Tumbling Bar- 
rels for cleaning, 
polishing, grind- 
ing, deburring, 
sanding, burnish- 
ing and various other 
applications. 








Wide selection of metal 

finishing equipment on 

hand. Write for FREE 
folder “‘M.” 


rom J. HOLLAND & SONS, INC. 


MANUFACTURERS * DEALERS 
276 SOUTH NINTH ST. + BROOKLYN, N.Y. 
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Bristol Series 500 Controller 


ment. It can be completely disassembled, 
and after being reassembled with replace- 
ment parts, only one adjustment is re- 
quired to put the system in exact cali- 
bration. 

Readily convertible from one type to 
another, the controller is available in five 
types of control action: on-off, propor- 
tional, reset, derivative, and reset plus 
derivative. 


H-511 Ubabond 


H-511 Ubabond, a synthetic rubber ce- 
ment developed by the Union Bay State 
Chemical Co., }}) Harvard St., Cambridge, 
Mass., allows for the pre-cementing of 
many surfaces, such as leather, fabrics, 
glass, steel, and so on, which can be 
joined together at a later time, on an as- 
sembly line, or even after shipping to the 
point of use without loss of adhesion effi- 
ciency. 

Upon application, H-511 Ubabond dries 
to a non-tacky condition after a period 
of from 15 to 30 minutes at room tem- 
perature. When the pre-heated surfaces 
are to be joined together, reactivation 
can be accomplished easily and quickly 
by heating the ‘‘dead’’ surfaces under 
infra-red, steam or dry heat, or by 
brushing or spraying a solvent on the 
pre-cemented surfaces. 
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tarnish-p hite color of rhod- 


ium has made it so popular that it now has the 


widest application, in the plating field, of any 
platinum group metal. The deposit is hard and 


the solution has excellent throwing power. 


If you would like to have detailed information 











about rhodium plating, we shall be glad to send 


it to you. 





“> 113 ASTOR ST., NEWARK 5, N. J. 
NEW YORK SAN FRANCISCO > CHICAGO. 
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Nu-Syntol 

Product of the Hilo Varnish Corp., 42- 
60 Stewart Ave., Brooklyn 6, N. Y., Nu- 
Syntol is a gloss white synthetic enamel 
which is said to resist the action of al- 
kalies, grease, cosmetics, liquor, juices, 
gasoline, and machine oil. It requires 
only a 10-minute bake at 250 deg. F’. to 
provide a smooth, full high-gloss white 
surface. 


*“Surprep” 

For cleaning aluminum, steel, and zinc 
surfaces prior to organic finishing, En- 
thone, Inc., 442 Elm St., Dept. PF, New 
Haven, Conn., has developed ‘‘Surprep.”’ 
This product is a liquid that contains oil- 
displacing chemicals which quickly dis- 
lodge oil, grease, and other organic ma- 
terial from the surface of metals so that 
they can be quickly rinsed off with water 
or wiped off with a cloth. The material 
also contains phosphating and other rust- 
removal chemicals for quickly dissolving 
rust, oxide, and scale while the oil re- 
moval agents are operating. 

Used either full strength or diluted 
with water, Surprep is applied by brush- 





SOLVENTS RECOVERED BY 


THE LOFGREN PROCESS 


We RECOVER YOUR 
SOLVENTS and THINNERS 


From - Sludge - Waste - Wash - 
Spoiled Lacquers, etc. 
Each customer's shipment, whether one 
drum or a carload, receives proper and 
separate treatment. Write to: 

SOLVENTS RECOVERY SERVICE, INC. 
101 Central Ave. Westfield, N. J. 
HAMMOND SOLVENTS RECOVERY SERVICE 
241 Brunswick St. Hammond, Ind. 











GOLD PLATING SOLUTIONS 
In All Colors 


Guaranteed 100% Pure Gold Content 
Troy Weight - Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 


Write or call our experts about your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 
Oregon 5-0094 
5-0095 
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Illustration shows the quick action of ‘‘Sur- 
prep’ in removing — solid dirt from 
steel. 


ing or wiping with a cloth. After several 
minutes, the surface can be wiped off 
with a cloth and it is then ready for 
painting. The surface can also be hosed 
off with water and then wiped dry. 


“Mask” 


‘“‘Mask,’’ a scientifically compounded 
shielding or masking liquid for use in 
masking off paint and trim jobs, has been 
announced by M-M-A, Inc., Box 411, Lan- 
caster, Pennsylvania. 

Applied by either spray gun or brush, 
Mask adheres to the area to be protected. 
The more liberal the application is, the 
easier it peels off when the job is fin- 
ished, the manufacturer states. After it 
has dried (20-25 minutes), the paint is 
brushed or sprayed on and permitted to 
dry. Then the separating edges are 
scored and the coating of Mask is re- 
moved. 


Nalco Metal 


Nalco Metal, product of the National 


Lead Co., 111 Broadway, New York 6, 
N. Y., is a new lead alloy for use in 
chromium plating which is said to pro- 
vide longer service than the alloys it has 
replaced in many installations, both in 
industrial and decorative plating. 


Nalco Metal is used for tank linings, 
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anodes, and heating and cooling coils, 
and is claimed to be very resistant to the 
corrosive and pitting action of chromic 
acid solutions. In sheet form it is easily 
cut, trimmed, and shaped to the contours 
of the tanks. In pipe form Nalco Metal 
is readily coiled or looped and bound, 
clipped or blocked into units of any de- 
sired design or form. 


**Mironizing”’ 

Marketed by the Technical Processes 
Division, Colonial Alloys Co., Philadel- 
phia 29, Pa., ‘‘Mironizing’’ is a dip proc- 
ess employed to mirror-brighten and 
protect aluminum and its alloys, which 
is performed in a few minutes by means 
of simple immersions in aqueous solutions. 
These treatments either in the as-bright- 
ened or as-protected condition are de- 
signed to produce excellent bases for 
paints and lacquers, and often, as-fabri- 
cated parts can be put through this fin- 
ishing sequence without prior polishing 
or buffing, the manufacturer states. 

Part of this process will produce pas- 
sivated mirror-type finishes alone, which, 
if followed by anodizing and coloring, 


produces brilliant colored effects simu- 
lating most any of the brightly polished 
metals, such as gold, silver, copper, 
brass, chromium and so on, or other 
colors. The corrosion resistance is much 
greater than the best plated metals, and 
no after-lacquer is required, it is claimed. 


Tygon Series ‘‘K” Paint Coating 

A self-priming vinyl base paint that 
adheres tightly to metal, wood, or con- 
crete, Tygon Series ‘“‘K’’ Paint Coating 
is now available from the U. S. Stone- 
ware Co., Akron, Ohio. For normal con- 
ditions two to three coats are said to pro- 
vide effective and long-lasting protec- 
tion. It may be brushed or sprayed; it 
air-dries quickly or may be baked. 

According to the manufacturer, Tygon 
Series ‘‘K’’ shows excellent resistance to 
the corrosive fumes of almost all acids 
and alkalies, as well as to excessive hu- 
midity, grease, oil, and alcohols. It is 
softened by aromatic hydrocarbons, 
ketones, and esters. It is non-oxidizing, 
non-inflammable when dry, and pos- 
sesses a temperature limit of approxi- 
mately 200 deg. Fahrenheit. 











SCHOTCO 


MANUFACTURED 
FOR 31 YEARS 


MADE TO FIT YOUR PARTICULAR 


BUFFING PROCEDURE 


Personal attention to each order and rigid adher- 
ence to your specifications, make for greater buff- 





mmm 
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ing efficiency. Schotco pieced buffs are made from 
the finest material available. Sewn by expert buff 
makers to give lasting usage and greater durability. 
Write or wire for samples and prices. Our large 
production capacity will assure you of prompt 


service, 


THE SCHOTT BROS. 
WEST SALEM, OHIO, 
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Oakite Compound No. 33 

An acid type cleaning and surface con- 
ditioning material, Oakite No. 33, mar- 
keted by Oakite Products, Inc., 120 
Thames St., New York 6, N. Y., is de- 
signed to remove rust, oxides, grease, 
oils, and shop soil from metal surfaces 
and to prepare ferrous metals and alu- 
minum for sure-grip adhesion of paint, 
lacquer, and enamel finishes. 

According to the manufacturer, Oakite 
Compound No. 33 possesses excellent de- 
tergent and solvent properties, and may 
be used for prepaint cleaning of large 
steel or aluminum parts or sheets by the 
wipe-on method. 

For washing medium-size or small 
parts, Oakite Compound No. 33 solu- 
tions may be employed in tanks or in 
acid-resistant washing machines. at 
working temperatures approximating 140 
deg. F. Water rinsing and quick drying 
complete the cleaning-conditioning cycle. 


Portable Electric Sander 


Smooth, vibrationless operation is the 
outstanding feature claimed for a port- 
able electric sander, designated as the 
Detroit Model DF ‘‘Easy”’ Finisher, an- 
nounced by the Detroit Surfacing Ma- 
chine Co., 7433 W. Davison, Detroit 4, 
Michigan. 

Designed to provide for straight-line 
sanding, rubbing, and polishing so as to 
eliminate marring or scratching of work 





Install NALCO 
Infra-Red Lamps in 
Your Drying Units 
Time tested — job tried. 
Nalco Infra-red lamps have 
proven highly efficient and 
long-lasting for all types of 
drying, baking or heating in- 
stallations ... self reflecting or 

clear glass type. 
Send for ‘Drying Problems Made Easy" 


NORTH AMERICAN ELEC. LAMP CO. 
1020 Tyler St. St. Louis 6, Mo. 








Detroit Model DF ‘‘Easy’’ Finisher 


surfaces, the tool includes a streamlined 
rear handle which allows for comfortable 
one-hand operation. An instantly attach- 
ed front guide handle is furnished with 
the sander for use on overhead work and 
other jobs where two-hand operation is 
more comfortable. An easy-to-use abra- 
sive paper holder permits the attachment 
of several sheets at one loading. 


K-105 Safety Lacquer Thinner 


The Elston-Nichols Co., 7 W. Madison 
St., Chicago 2, Ill., has marketed its 
K-105 Safety Lacquer Thinner which has 
been approved by the Underwriters’ Lab- 
oratories, meets the municipal code re- 
quirements of most cities for full drum 
storage, and greatly reduces fire insur- 
ance rates. 

Said to be a slow-drying product to 
eliminate ‘‘blushing,’’ K-105 is water- 
white so that it will not discolor clear 
lacquers, has a mild odor, and provides 
for flat flow-out. 


Bete Spray Nozzle 

that 
duces a fine atomization, yet practically 
non-clogging, the Bete Spray Nozzle has 
been introduced by Channing L. Bete Co., 


Possessing a spiral design pro- 





KEYSTONE EMERY MILLS 





Write tor Sample 


For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 


4316 Paul St., Phila., Pa. 
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Bete Spray Nozzle 


Inc., 20 Federal St., Greenfield, Mass. 
The nozzle shears from a single high ve- 
locity jet a continuous film which read- 
ily breaks up into uniformly fine par- 
ticles. 

The Bete Spray Nozzle is produced in 
various spray patterns and with flow 
rates from % to 100 gallons per minute. 
It is designed for use where a fine break- 
up at low pressures is required. 


Zapon 401-191 Lacquer 
Enamels 


Introduction of its line of gloss lac- 
quer enamels for: manufacturers of toys, 
chain store household items, and novel- 
ties has been announced by the Indus- 
trial Finishes Dept., Atlas Powder Co., 
Stamford, Conn., and North Chicago, Ill. 
Known as Zapon 401-191, the enamels 
may be used on pretreated or primed 
metal, as well as wood. 

Available in all colors and formulated 
for either spray or dip application, the 
lacquer enamels are claimed to possess 
unusually good adhesion to wood, and 
will air-dry with normal lacquer speed, 
producing a tough, durable finish. 


Filtering System 

High operating efficiency with a mini- 
mum of maintenance attention is the 
principal feature of a new filtering sys- 
tem designed by the Commonwealth 
Engineering Company, applied research 
and development engineering organiza- 
tion of Dayton, Ohio. 

The design provides a unit which acts 
as an automatic, self-renewing filtering 
system adaptable to permanent installa- 
tion in electroplating and other process- 
ing setups to completely remove solid im- 
purities in continuous or intermittent 
operation as desired. 

The completely automatic system 
works efficiently with all types of solu- 
tions; even difficult slimes such as those 
from cyanide plating tanks, and those 
composed of iron and aluminum hy- 
droxides have been successfully filtered. 

The central idea of the development is 
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the passage of the solution through a 
layer of filter which is rernoved as rapid- 
ly as it becomes clogged with impurities, 
and immediately replaced with fresh ma- 
terial. 

As developed in the laboratory appara- 
tus, a revolving drum—with perforated 
cylindrical surface—is coated with a filter 
aid of a diatomaceous or comparable 
type. The drum is submerged in the filter 
tank which is directly connected by pip- 
ing to the plating tank. The solution 
passes through to the interior of the 
drum under the influence of suction sup- 
plied by a pump, and impurities are 
trapped in the filter cake. Clear filtrate 
returns to the plating tank. 

To accomplish the self-cleaning func- 
tion, the drum revolves against a blade 
set at the top to remove the spent filter 
layer, which is transported up a ramp 
and dropped to a disposal container. 

Immediately back of the blade is the 
slurry chamber in which filter aid is re- 
ceived from a hopper above and diluted 
with fresh solution from the plating tank. 
The aid deposits itself on the drum in the 
small segment exposed to the chamber 
to replace the spent layer as the latter is 
removed. 

An electrical contro] system applied to 
the apparatus regulates the intermittent 
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Sulphur Products Co. 


GREENSBURG 6, PA. 
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rotation of the drum and slurry mixture 
to meet the requirements of the filtering 
operation. 

Unusually high flow rates have been 
achieved in the new design, which has 
been brought to the point of application 
to production scale equipment. Using 
aqueous solutions, the pilot apparatus in 
sustained operation has reached a flow 
of five gallons per minute per square foot 
of filter. 


EHW Formula 


Available from the Temperature Equip- 
ment Corp., 4504 Euclid Ave., Cleveland 
3, Ohio, EHW Formula is said to provide 
a protective coating for all metals and 
plated surfaces against rust, corrosion, 
pitting, and tarnish. 

A tough, transparent, and 
coating that will withstand weather, 
heat, cold, grease, grit, and so on, and 
removable with standard acetates, EHW 
Formula can be applied by brushing, 
spraying, or dipping. It dries in 2 min- 
utes and can be handled in 5 minutes. 


colorless 


Belke Electric Oven 


Accurately controlled temperatures for 
effective curing of plating rack coatings 
can be maintained through use of the 
Belke Electric Oven, according to the 
manufacturer, Belke Manufacturing Co., 
947 N. Cicero Ave., Chicago 51, Ill. De- 


LABORATORY TESTING 
fe; for SURFACE WEARwith the | 
E: TABER ABRASER 


Fast, scientific method for 
measuring resistance to 
PiVigi- [tel -Ta-P irda) 

- eliminates time- 

, expensive 

sy service tests. Used by 
“hundreds of industrial and 
educational laboratories. 
Write for literature. 


TABER INSTRUMENT CORP. 


115 Goundry St..No. Tonawanda. N.Y 








Belke Electric Oven 


veloped especially to provide the neces- 
sary preheating and curing facilities for 
coating plating racks with Belke Uni- 
versal Plastic and other coatings, the 
oven is said to also provide controlled 
heating facilities for many other uses in 
various types of plants and laboratories. 

Ruggedly constructed of sheet steel 
and angle iron throughout, the Belke 
Electric Oven is completely wired and 
ready to hook up for most electrical ser- 
vice requirements. It is available in three 
standard sizes or made to specification. 


Pennsalt Cleaner AC-19 


The Whitemarsh Research Laborator- 
ies of The Pennsylvania Salt Manufac- 
turing Co., Philadelphia, Pa., have an- 
nounced a powdered acid-type cleaner 
developed primarily for cleaning exte- 
riors of painted railroad passenger 
coaches, Diesel and electric locomotives. 

Known as Pennsalt Cleaner AC-19, it 
is claimed to have exceptionally good 
rust and stain removing properties and 
detergent action, yet does not attack, 
mar, or soften paint. It is completely sol- 
uble in cold water and rinses freely from 
cleaned surfaces. It leaves no objection- 
able streaks and does not promote corro- 
sion, the manufacturer states. 





Send NOW for this FIT-ALL 


DRUM PLUG WRENCH . 


Instantly loosens, tightens 95%, 
all plugs or bungs in steel 
drums. Has 16" extra - strong 
steel tubing handle. Wg}. only 
2 Ibs. Order | or more today! 


—— 


wits MORSE Se MORSE 


THOUSANDS 
time, labor, 
SATISFACTION 
GUARANTEED. 
Non-sparkin type . - $4.00 
Plus Parcel Post 
MORSE MFG. CO., Inc. 
124 Dickerson, Syracuse 2, N.Y. 


IN USE saving 
accidents! 


$2.60 
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**Boothcote” 

Hygrade F'ood Products Corp., Harris 
Soap Div., 18 Stetson St., Buffalo 6. N. Y., 
has available a spray booth coating called 
‘‘Boothcote,’’ which is said to cut booth 
cleaning time and eliminate a production 
‘‘bottle-neck.”’ 

Boothcote is sprayed on the walls of 
spray booths before painting operations 
are begun. When enough paint overspray 
has encrusted on the walls of the booths, 
the whole accumulation can then be 
stripped off in large sheets. No scraping 
is necessary. 

Requiring only 3 or 4 minutes to apply 
and strip off, Boothcote is said to be non- 
inflammable, non-toxic, and harmless to 
the skin, and is applicable for use in con- 
nection with all types of finishes, such 
as varnish, shellac, lacquer, enamel, 
stain, and so on. 


PRODUCT LITERATURE — 





The publications listed in this section may 
be obtained free upon written request on 
company letterhead to the manufacturers 
concerned. Your courtesy in mentioning 
PRODUCTS FINISHING when requesting 
copies of these publications will be sin- 
cerely appreciated by the manufacturer 
and the publisher of this magazine. 











Bristol Series 500 Air-Operated Con- 
trollers for automatically controlling 
temperature, pressure, flow, liquid level, 
humidity, and pH value are completely 
described in a 32-page illustrated bul- 
letin, No. A120, obtainable from The 
Bristol Co., 108 Bristol Rd., Waterbury 
91, Connecticut. 


Hercules Synthetic Resins. A revised 
edition, this 20-page technical booklet 
describes the properties and uses of the 
synthetic resins now available from Her- 
cules Powder Co., Inc., Wilmington, Del. 
A key to specific uses for the resins is 
provided by a chart which matches the 
resins with their actual and potential 
uses. F'‘fom this index the formulator can 
pick out the resins indicated for use in 
a particular field. Then, by turning to 
the descriptions of the resins, he can 
study the properties of the desirable 
resins only and thus quickly select the 
resin best adapted to his needs 
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Contour Belt Polishing, its methods otf 
application and its advantages are dis- 
cussed in a four-page mailing piece pre- 
pared by Behr-Manning, Troy, New 
York. 


Ceilcote Fume Duct Linings for plat- 
ing, pickling, and chemical fume re- 
moval systems are the subject of a tech- 
nical data sheet prepared by The Ceilcote 
Co., Rockefeller Bldg., Cleveland 13, 
Ohio. Properties of the linings, applica- 
tion instructions, and other data are in- 
cluded. 


Diamond Standard Silicates, 
pocket-size manual which 
silicate of soda products, has been issued 
by the Diamond Alkali Co., 300 Union 
Commerce Bldg., Cleveland 14, Ohio. De- 
signed for quick reference, the booklet 
concisely describes 10 standard grades of 
Diamond liquid silicates of soda com- 
mercially available. Data presented on 
each grade summarize its principal phy- 
sical properties, major industrial appli- 
cations, and basic advantages provided. 


PaLLITE) 


a 20-page 


reviews its 


TRACE . 


PALLADIUM PLATING 
SOLUTION 


A white non-tarnishing finish similar to 
platinum and rhodium plating, but 
costing one-fifth as much. Used exten- 
sively in electronics to protect silver 
and other metals from tarnishing, in 
the optical industry, jewelry, etc. 


Made only by 
Lambros Precious Metals Corp. 
Precimet Laboratories 


65 FULTON ST., NEW YORK 7, N. Y. 


OTHER PRODUCTS: 

RHODITE—rhodium plating solution 
GOLDITE—sodium and potassium cyanide 
SILVITE—silver cyanide salts 

Gold, silver, platinum and palladium anodes 
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Acme Semi-Automatic Polishing and 
Buffing Machines are the topic of a 20- 
page two-color bulletin issued by the 
Acme Manufacturing Co., 1645 Howard 
St., Detroit 16, Mich. The catalog in- 
cludes descriptions and illustrations of 
the machines, together with line draw- 
ings and complete specifications. 


Rectifier Bulletin 248. Model EPF 4304 
Selenium Electroplating Rectifier, pro- 
duced by The Electric Products Co., 1725 
Clarkstone Rd., Cleveland 12, Ohio, is il- 
lustrated and described in a _ bulletin 
available from the company. Electrical 
and mechanical characteristics of the 
rectifier and construction and operation 
features are described. 


Bristol Bulletin No. W1816. The Bristol 
Co., Waterbury 91, Conn., has prepared 
Bulletin No. W1816 which describes the 
3ristol Electronic Pyrotrol and its appli- 
eation in protecting gas-fired ovens, fur- 
naces, kilns, boilers, dryers, kettles, and 
other similar industrial heating equip- 
ment from the danger of gas explosions 
during ignition, operation, and shutoff. 


Recovery by the Columbia 
System” is the title 
of a 36-page, well-illustrated booklet 
published by the Carbide and Carbon 
Chemicals Corp., 30 E. 42nd St., New 
York 17, N. Y. It supplies general in- 
formation regarding the ‘‘Columbia’”’ 
system of solvent recovery and indicates 
where it may be profitably employed. 
Data regarding other applications of the 
company’s activated carbon are also in- 
cluded. 


PAINT 


“Solvent 
Activated Carbon 


MIXER 


MIRACLE , 


5 GALLON 


PAINT REJUVENATOR 


All paint restored 

to original consis- 

tency without open- 

ing the can. 

2 minutes per gallon. 

MIRACLE PAINT 

REJUVENATOR CO. 

128 E. 10th St., St. Paul I 
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Pamphlet on Fume Washers. The 
Maurice A. Knight Company, Akron, 
Ohio, has issued a four-page pamphlet 
on fume washers for corrosive fume ser- 
vice. This equipment is used to absorb 
HCl fumes, to suppress oil and acid 
mists, to remove dust from exhaust 
gases, to remove chlorine fumes, and to 
cool hot acid gases for processing and 
other similar operations. 


Ucilon Protective Coatings. A _ four- 
page bulletin issued by United Chro- 
mium, Inc., 51 E. 42nd St., New York 17, 
N. Y., presents information on four 
groups of coatings expressly developed 
for corrosion control, chemical resist- 
ance, and heavy duty industrial painting. 
Essential facts on various formulations 
are briefly outlined, and case histories 
cited. 


Transmission Belting Catalog. A new 
28-page catalog giving detailed design, 
engineering, and performance data for its 
line of transmission belting has been 
published by the mechanical goods divi- 
sion, United States Rubber Company, 
New York 20, N. Y. 

Tables on belt speeds, arc of contact, 
friction, horsepower correction, and ser- 
vice factors are included in the manual, 
together with hints on the proper selec- 
tion of a belt and the procedure for an- 
alyzing belt drives. 


Bulletin 804, available from Belke Mfg. 
Co., 947 N. Cicero Ave., Chicago 51, II1., 
gives complete information on how Belke 
Corrugated Lead Anodes increase chrome 
plating efficiency. The bulletin describes 
the larger anode surface area made pos- 
sible by the corrugated design, and the 
V-shaped, knife edge Belke Anode Hooks 
that assure positive two-point contact 
with bus bar. 


“Consulting Services’? is the title of 
the 132-page twelfth edition of its Classi- 
fied Directory issued by the Association 
of Consulting Chemists and Chemical 
Engineers, Inc., 50 East 41st St., New 
York 17, N. Y. Included are an alpha- 
betical and geographical index of consult- 
ants, key sheet for easy reference, scope 
pages describing each member’s quali- 
fications, and other useful information. 
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Products Data Sheet, prepared by Pio- 
neer Steel Ball Incorporated, 37 Mill St., 
Unionville, Conn., contains’ technical 
data and statistical tables which answer 
the questions most frequently asked 
about steel balls for bearings, stainless 
steel balls, bronze balls, burnishing balls, 
and materials for tumbling barrel appli- 
cations. 


Belke Electric Oven for curing coatings 
on plating racks is illustrated and thor- 
oughly described in Bulletin 1061 which 
can be obtained from the Belke Manu- 
facturing Co., 947 N. Cicero Ave., Chi- 
cago 51, Illinois. 


EHW Formula, a_ protective metal 
coating that protects all metal surfaces, 
is the subject of a leaflet prepared by 
the Temperature Equipment Corp., 4505 
Euclid Ave., Cleveland 3, Ohio. Descrip- 
tive data, application instructions, and a 
report from an impartial testing labora- 
tory are included. 


Randall Engineered Equipment, which 
includes degreasers, tanks, lathes, dryers, 
fully automatic washing machines, and 
agitators, is illustrated and described 
briefly in a four-page two-color bulletin 
prepared by the Randall Manufacturing 
Co., Inc., 801 Edgewater Rd., New York 
59, New York. 


American Wheelabrator & Equipment 
Corp., 309 S. Byrkit St., Mishawaka 5, 
Ind., is distributing a leaflet descriptive 
of ‘*Tru-Steel Shot,’’ a genuine true 
steel that has received a full heat treat- 
ment, for blast cleaning. 


Roto-Wash Spray Booth Bulletin No. 
4938-A, describing its Roto-Wash Spray 
Booth has been issued by the Newcomb- 
Detroit Co., 5749 Russell, Detroit 11, 
Mich. Design and construction features 
of the spray booth are illustrated and de- 
scribed in the attractive bulletin and typi- 
cal installations are pictured. Another 
section of the bulletin shows by means of 
installation photographs the development 
of the Newcomb-Detroit spray booth over 
a period of more than 20 years. 
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M.S.A. All-Vision Dust Mask, which 
provides complete facial and respiratory 
protection against nuisance and harmful 
dusts, is the subject of illustrated Bul- 
letin No. CM-10, issued by the’ Mine 
Safety Appliances Co., Braddock, 
Thomas, and Meade Sts., Pittsburgh §8, 
Pennsylvania. 


Gray Metallic No. 7302 Finish for maxi- 
mum mar-resistance plus eye appeal, 
which sprays on readily and bakes thor- 
oughly at 250 deg. F. in 75 minutes, is the 
topic of a technical data sheet issued by 
Standard Varnish Works, 2600 Richmond 
Terrace, Staten Island 3, New York. 


Oakite CrysCoat Process, a metal sur- 
face-preparation procedure designed pri- 
marily for application in pressure-spray 
washing machines, is the subject of a 
special folder prepared by Oakite Prod- 
ucts, Inc., 20 Thames St., New York 6, 
N. Y. The folder describes features and 
advantages of the process, its method of 
preparation and its application, as a 
metal surface conditioner for use prior to 
painting. 





YOUR SIGNAL! 
9-8-7-0 
Clear Metal Lacquer 


FOR... 


SILVER, CADMIUM, ZINC, 
COPPER, BRASS, ALUMINUM 


Outstanding 


Adhesion to metal surfaces 
Resistance to sulfur tarnish 
. Resistance to oxidation 
. Resistance to perspiration 
. Resistance to abrasion 


color. Takes 100-200% 
Dries under 15 minutes. 


A premium product—priced at ordinary 
lacquer levels. 


The Varnish Products Company 


5208 Harvard Avenue Cleveland, Ohio 


Pale in reduction. 
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By J. A. Patterson 


























‘Oh, there's really nothin’ to it, ma’am, or Gus here 
couldn't do it!"’ 
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Opportunity Seetion 


— PAINT STRIPPING — 
Lacquer Thinner — Vinyl Thinner | | WE Sa . 








| Baked, Air-dried, Plastic and all other 


pean finishes from all base metals. 
stock or to your specification. For quick, efficient and low cost service 


available for immediate delivery from 


write or call 


Alchem Metal Process Corp. 
614 W. 58th St., N. Y. 19 Circle 7-0238 


AMERICAN CHEMSOL CORPORATION 
641 Fourth Ave. Coraopolis, Pa. 











classified advertisements. For advertising 


[) This Opportunity Section is available for 


rates and other information address: 


PRODUCTS FINISHING 
431 MAIN STREET, CINCINNATI 2, OHIO 








FOR SALE: 1 Divine 6 unit type, straight line 
automatic polishing and buffing machine, in- 
cluding 6-7'/. HP units, with conveyor, drive, 
belt, and all motors, starters and applicators, 
220V, 3 phase, 60 cycle, USED. Write Box No. 
102, c/o PRODUCTS FINISHING, 431 Main 
Street, Cincinnati 2, Ohio. 











WAR SURPLUS BARGAINS— 


New and Used Equipment— 


Rotoclone Dust Collectors Jarvis and Kellerflex 

Used—in excellent condition. Flexible Shaft Grinders 
10 Types, from #3, to No. 16 Used—excellent. With 2 H.P. 
~—all complete with Hoppers, 3/60/220-440 motors. Values 
Stocks and 3/60/220-440 mo- to $400. Our Price $175.00 
tors. Values to $2000.00. Our ea. F.O.B. Chicago. Kellerflex 
Price from $125.00 up. and other Jarvis units from 

F.O.B. Marion, III, $125.00. 


4 Wheel Material 
Handling Trucks 
48”x24"x11” deep. Ideal 
for finishing plants. Steel 
framed, hardened Fibre 
Bins. Used — exc. cond. 
Price 1-5 — $17.50 ec. 
6-25—$16.50 eo. 26-95—$15.50 ea. 
F.O.B. Minneapolis. 
Add $3.25 for F.O.B. Chicago. 


ACME EQUIPMENT CO., INC., 


October, 1949 


ACME 
“Ten Pounder” 
Underwriter 
Approved 
BRAND NEW 
10 Ib. COs Capacity fire extin- 
guishers at a bargain price! Equip 
your plont at a savings. Filled—ready to use. Latest 
type—complete with wall bracket. Regular list $48.00 
Our Price $39.50 ea. F.O.B. Chicago. 


128 S. CLINTON STREET — RM. 244 
CHICAGO 6, ILLINOIS 
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I. Clear Dip 

Instructions outlining a simple dipping 
process for producing a clear, bluish coat- 
ing directly on zinc die castings are avail- 
able in Unichrome Dip Bulletin 12, pub- 
lished by United Chromium, Inc., New 
York 17, New York. 
2. Precious Metal Plating 

A 20-page booklet issued by A. Robin- 
son & Son, New York 2, N. Y., presents 
in usable form accepted methods applied 
in the electroplating of such articles as 
watch cases, insignia, jewelry, novelties, 
pen and pencil parts. 
3. Polishing Accessories 

The Manderscheid Co., Chicago 7, IIl., 
has issued Bulletin 103 describing the 
Presto line of work holding spinners, tube 
polishing machines, emery troughs, 
wheel rakes, and other polishing room ac- 
cessories. 
4. Dust Collectors 

Designated as the No. 31, a 24-page 
catalog illustrative and descriptive of its 
line of dust collectors and allied equip- 
ment for carrying away dust-laden air 
around grinding, cutting, and polishing 
wheels is now being distributed by the 
Torit Manufacturing Co., St. Paul 2, 
Minnesota. : 


5. Copper Anodes 

A folder describing ‘‘Flat-Top’’ copper 
anodes may be obtained from Wagner 
Brothers Inc., Detroit 3, Michigan. 
6. Strippable Plastic 

Technical Data Bulletin No. T504, de- 
scribing Copeel Strippable Plastic Coat- 
ing, is being issued by the Maas & Wald- 
stein Co., Newark 4, New Jersey. 
7. Industrial Chemicals 

A bulletin issued by the Harshaw 
Chemicals Co., Cleveland 6, Ohio, lists 
alphabetically the chemicals supplied by 
the company. Specific listings of chem- 
icals supplied to industries such as elec- 
troplating, ceramics, scientific laborator- 
ies, and so on, are included. 
8. Polishing Wheels and Belts 

“Setting Up Metal Polishing Wheels 


and Belts’’ is the title of a 44-page hand-.. 





To obtain copies of the catalogs 
listed here, indicate on the coupon 
the number of the item in which you 
are interested and mail as directed. 











book obtainable from the Norton Co., 
Worcester 6, Mass., which contains many 
worthwhile tips for increasing production 
and cutting polishing costs. 
9. Polishing Machine 

The Production Type S centerless pol- 
isher, buffer, and surfacer which easily 
handles work up to 144 inches in diameter 
is discussed in detail in Bulletin PF-4, 
available from the Production Machine 
Co,. Greenfield, Massachusetts. 


10. Polishing and Deburring Machinery 
Hammond Machinery Builders, Inc., 
Kalamazoo 54, Mich., has issued Catalog 
No. 325 describing the flexible abrasive 
belt grinder-polishers, abrasive belt 
grinders, polishing and buffing lathes, 
wheel heads, backstands, and other ma- 
chinery manufactured by the company. 


ll. Flock Color Card 

A color card illustrating 20 stock shades 
of flock in rayon, cotton, and wool can 
be obtained from the Claremont Waste 
Mfg. Co., Claremont, New Hampshire. 
12. Spray Finishing Equipment 

Catalog No. 97 prepared by the Binks 
Manufacturing Co., Chicago 12, IIl., con- 
tains complete data on spray guns, spray 
booths, air compressors, painting outfits, 
extractors, respirators, hose, and other 
products. 
13. Conveyor Belts and Wire Baskets 

The complete Cambridge line of wire 
baskets, wire conveyor belts, metallic 
filter cloth, and other specialties is de- 
scribed in a booklet published by the 
Cambridge Wire Cloth Co., Dept. A, Cam- 
bridge 2, Maryland. 
14. Cleaning Machinery 

An illustrated folder descriptive of its 
complete line of machinery for washing, 
rinsing, and drying metal parts is now 
being offered by the Cincinnati Cleaning 
and Finishing Machinery Co., Ironton, 
Ohio. 
15. Abrasive Belts 

Thirteen production reports from var- 
ious manufacturers citing advantages of 
Resinall Metalite Belts are contained in 
a folder issued by Behr-Manning, Troy, 
New York. 








16. Metal Degreasing 

The Chlorine Products Division, Elec- 
trochemicals Dept., E. I. du Pont de Ne- 
mours & Co., Inc., Wilmington 98, Del., 
has issued a 10-page illustrated booklet 
outlining standard practices for degreas- 
ing metals with chlorinated solvents. 


17. Nickel Alloy Products 

“Standard Specialties’’ is the title of a 
24-page two-color catalog published by 
The International Nickel Co., Inc., 67 
Wall St., New York 5, N. Y., which lists 
approximately 200 standard products 
made of Monel, nickel, and Inconel for 
corrosive and high temperature service. 
18. Hammer Finish 

A technical data sheet published by the 
Standard Varnish Works, Staten Island 
3, N. Y., describes Alpo-33A Hammer 
Finish. 
19. Abrasive Grains 

The Exolon Co., Tonawanda, N. Y., has 
issued a folder describing Exolon abra- 
sive grains and polishing procedures ap- 
plicable to various industry groups. 
20. Metal Preparation 

The Neilson Chemical Co., Detroit 7, 
Mich., has issued the following bulletins 
describing Neilson pre-paint treatments: 
Alumiprep, a _ surface treatment for 
aluminum; Prep-n-Cote, a cleaning and 
phosphate coating for steel or aluminum 
to be used in spray washing machines; 
Metalprep, a rust remover and metal 
cleaner for steel, aluminum, or galvaniz- 
ed iron. 
21. Organic Finishing 

A 12-page technical bulletin outlining 
basic points to be considered in the plan- 
ning of a complete organic finishing sys- 
tem has been prepared by Peters-Dalton, 
Inc., Detroit 12, Mich. 
22. Cleaners and Paiat Strippers 

Six technical bulletins describing paint 
strippers, cleaners, and phosphate coat- 
ing materials are being distributed by 
Chemco Products Co., Inc., Chicago 19, 
Illinois. 


431 Main St., Cincinnati 2, Ohio 


October issue. 





23. A.C. Generators 

A bulletin describing the cunstruction 
and operation of Columbia alternating 
current generators is being issued by the 
Columbia Electric Manufacturing Co., 
Cleveland 14, Ohio. 
24. Clear Lacquer 

Stanley No. 45X-70 Clear Gloss Syn- 
thetic, a water-white coating for silver, 
or brass, chromium, steel, iron, magne- 
sium, and zinc, is described in a data 
sheet available from The Stanley Chem- 
ical Co., East Berlin, Connecticut. 


25. Abrasive Belt Head 

Bulletin No. 17 issued by The Packer 
Machine Co., Meriden, Conn., describes 
Model No. 18 universal abrasive belt head 
and contains suggested applications of 
the device. 
26. Finishing Equipment 

The Despatch Oven Co., Minneapolis 
14, Minn., has available Bulletin 51-E de- 
scriptive of its finishing systems. 
27. Dust Collectors 

A catalog describing types and models 
of Air Tumbler dust collectors and sup- 
pressors has been issued by the Dust Sup- 
pression & Engineering Co., Lake Orion, 
Mich. The action of the Air Tumblers in 
removing dust is described and data on 
unit size and capacity are included. 


28. Cabinet Ovens 

The Young Brothers Co., Detroit 7, 
Mich., has available Bulletin 8-S present- 
ing information on electric, gas, or steam 
heated laboratory, standard, and special 
cabinet ovens. 
29. Finishing Equipment 

J. Holland & Sons, Inc., Brooklyn, 
N. Y., has published Folder ‘‘M”’ describ- 
ing finishing equipment furnished by the 
company. 
30. Troxide Bulletin 

Troxide, dry acid salt compound for 
pickling prior to porcelain enameling, is 
described in a technical bulletin issued 
by MacDermid Inc., Waterbury 88, €on- 
necticut. 
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DEVELOPMENT by Jensen of huge infra- 
red ovens, specially designed to process 
finishes on big jobs, like the massive 
house trailer shown here, has been one 


of the most outstanding advances in 


NKe) 
OBSTACLE 
for JENSEN 
Infra-Red 


Ovens 


the recent history of infra-red. 


Size is no obstacle for Jensen. The 


efficient Jensen oven shown above 


bakes all exposed surfaces at one time! 


Jensen ‘‘dual heat’’ Infra-Red 
Ovens are designed to indus- 
try’s specific needs. Write us 
about your problem today! 


e @ 
¢ 


America's Foremost Designers and Builders of Infra-Rec 


Ovens 


SERVICE 9331 FREELAND 
BRANCHES 
IN: Buffalo, N. Y. 
Chicago 
Cincinnati 
Cleveland 


Detroit 


In Finishing Production . . . the Future Belongs To Men Who PI 


Conveyors 


Columbus, Ohio 


Grand Rapids, Mich. 


Paint Dip Tanks 

DETROIT 28, MICHIGAN, U. S. A. 
Pittsburgh 
Rochester, N. Y. 


Toledo, Ohio 
Woterbury, Conn. 


Indianapolis 
New York City 
Philadelphia 


n For it! 








Bring Your 
CLEANING PROBLEMS 
fo the 


DETREX 


CONSULTATION BOOTH 


| 



































BOOTH 1210 


National Metal Exposition 
Cleveland - October 17-21 


For helpful advice on your cleaning and finishing problems, consult 
with the Detrex engineers at the National Metal Exposition. 











These men are technical specialists in every phase of metal cleaning. 
They'll be glad to assist you in every way — and they'll show you the 
latest methods of getting more thorough cleaning with greater speed 
and economy. 


At the Detrex booth you'll also see the latest in industrial cleaning 
equipment and chemicals. . . both solvent degreasing and alkali and 
emulsion cleaning. 


Make Booth 1210 your Exposition headquarters for technical help and 
information. And remember—if you can't attend the Exposition, the 
Detrex man in your locality will provide the same free consultation 
service. 


a) DETREX 


escicre BOX 501, DETROIT 32, MICHIGAN 





